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Sigus of the Cimes-- 


Step by step organic finishing is taking a more important position among manu- 
facturing processes based on scientific tools and methods. Manufacturers and users 
of finishing materials will gradually come to have more exact quantitative values 
with which to work and not vague qualitative terms as in the past. 

One tool worthy of mention is the Glossmeter, the use of which was widely 
expanded during the war due to the necessity for meeting rather close gloss speci- 
fications on finishes for war items. Specular reflection, diffuse reflection, sheen, 
sharpness of image gloss, and other terms not in use a few years ago are now com- 
monly heard in finishing departments. The Glossmeter will prove a valuable 
scientific tool to aid in specifying and describing finish appearance. 

As regards equipment, a larger use of conveyorization and the use of dipping 
and other methods of application which are economical of material can be expected. 
Infra-red ovens, widely used in war production, will undoubtedly be popular. It is 
obvious that fast baking of organic finishes is desirable. Production demands that 
as little time as possible be spent on baking. 

On the other hand, the fact is gradually being recognized, that to obtain optimum 
results in finishing, it is necessary to devote some time to cooling, in some instances. 
In many cases, especially where the new fast-baking heat converting materials are 
employed, it appears that the manner in which finishes are cooled after baking has 
an appreciable effact on the final film characteristics. The effect of the rate of cool- 
ing, after baking, appears to be due to physical changes within the film and at the 
film-metal interface. It is quite likely that many rejections have not been caused 
by improper baking, but rather are due to improper cooling. There is more and 
more evidence that baking instructions will come to call not only for definite baking 
schedules but also for specific cooling schedules. 

One of the characteristics of lacquers which above all others has focused atten- 
tion on other types of finishing materials is their low solids content. High solids 
lacquers containing appreciable quantities of resin and having the speed of drying, 
hardness, and toughness of conventional lacquers are being actively investigated 
to overcome the objection that lacquers, because of their low solids content, require 
multiple coats, and, coat for coat, use more solvent than other types of materials. 
The use and technique of spraying hot lacquers, which decreases viscosity by means 
of increased temperature rather than increased solvent content, is being developed. 

Many finishing materials are available which are superior to those previous to 
the war, especially for outdoor exposures and many other extreme conditions. 
Materials for special requirements should be more easily and quickly obtained 
from suppliers. The important point is that this period of unprecedented produc- 
tion requirements is expected to be an excellent one for the finishing industry. 














View of polishing and buffing room at Central Scientific Company 


By BRYANT W. POCOCK 


HE finishing of materials used 
in the fabrication of labora- 
tory instruments is a specialty 
at the Central Scientific Com- 

pany of Chicago, Illinois. Most scien- 
tific instruments sold by this company 
are manufactured in Cenco’s own 
plant at 1700 Irving Park Road. The 
thousands of instruments listed in 
their catalog vary all the way from 
ring stands and Bunsen burners to 
complicated spectrographs and Han- 
gosky electrolytic polishing machines. 
It follows, therefore, that finishing op- 
erations should be diversified and of 
considerable interest, 

At the present time, 40 distinct fin- 
ishes are listed by Cenco’s specifica- 
tions department, These include the 
following: 

1. Nickel plate. 
2. White plate. 
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3. Cadium plate. 
4. Copper plate. 
5. Chromium plate, bright. 
6. Chromium plate, satin, 
7. Buff finish. 
8. Scratch brush finish. 
9. Acid dip. 
10. Oxidize. 
11. Silver plate. 
12. Grease wheel. 
13. Gold plate. 
14. Ball burnish. 
15. Pickle, 
16. Black nickel plate. 
17. Alkali dip. 
18. Parkerize. 
19. Zinc plate. 
20. Vacuum-deposited aluminum. 
21. Japan—1 coat dip. 
22. Japan—2 coat dip. 
23. Japan—1 coat spray. 
24. Japan—2 coat spray. 
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25. Black shrivel. 
. Aluminum shrivel. 
. Aluminum paint—bake. 
. Aluminum paint—air dry. 
. Baked rubber. 
. Rubber—air dry. 
. Black lacquer. 
. Optical black. 
. Colorless lacquer. 
. Shellac, 
. Red paint. 
. Copper bronze lacquer. 
. White Dulux. 
. Black cloth. 
. Aluminum bronze lacquer. 
. Non-conducting black. 


All of the above finishes are applied 
at Cenco with the exception of chrom- 
ium, gold and silver plate and Parker- 
ize, which are jobbed out. Zinc plating 


was done during the war, but the com- 
pany has now gone back to cadmium. 


To take these finishes up in order 
and discuss each one of them fully 
would be beyond the scope of this ar- 
ticle, Certain of these, however, are 
of sufficient general interest to war- 


rant 


detailed review, and others de- 


serve more than passing mention. 


Ni 


Nickel Plating 


ckel plating of instrument parts 


at Cenco involves the following steps: 


1 


2. 


EE. 
12. 
13. 


14 


.A dip in mineral spirits if the 
parts are oiled. 

Soak in alkaline cleaner at 190° 
F. for 3 to 5 min. at 12 volts with 
intermittent hand agitation. 

. Water rinse, cold. 

. Sulfuric acid dip, 1 min., cold. 

. Nitric acid dip, 1 min., cold. 
.Cleaner, 1 min., hot. 

. Water rinse, cold. 

. Cyanide dip, 1 min., cold. 

. Water rinse, cold, 1 min. 

. Nickel plate, Watts bath, cold, 4 
volts at pH 5.5 to 5.6 for about 
10 min, average for basket plat- 
ing. 

Water rinse, cold. 

Water rinse, hot. 

Dry in sawdust. 

. Air blow. 


The above steps are followed rou- 


Spray booths in use at Central Scientific Company 


id Siti me 











rie Hage ofinara wit, gyi 


wmv on 


om esegeatnarcattan es seamnatans wae a 


soca eee 


wt na nen 


Sern ap 

























4 tur ant me 
) ae sl * ? 


ae, ey wr 


tinely for the basket plating of steel, 
copper, brass and bronze nuts, bolts 
and other small parts. Steel parts are 
either plated directly with nickel or 
given an intermediate coating of cop- 
per, Larger parts requiring racking 
are buffed and polished accordingly, 
the acid dip being omitted and the 


Partial view of plating room at Centra} 

Scientific Company showing cadmium 

plating tank in foreground, nickel plat. 
ing tank in background 


average plating time being 30 
minutes minimum, An example 
of such a part might consist of 
the knife-type heating element 
for Cenco hot water baths. 


Black Nickel Plating 


The same general procedure, 
except for the bath and operat- 
ing pH, which are conventional, 
is followed in the case of black 
nickel plating. Black nickel is 
used to a considerable extent at 
Cenco as a finish for screws, Its 

luster, however, though pleasing is 
considered unsatisfactory for optical 
surfaces, and where screws are to be 
used inside optical instruments they 
must not be black nickeled. 


Cadmium Plating 


Parts requiring cadmium plating 


View of plating room at Cenco showing workbench used in preparing parts for basket plating 
and in racking parts for tank plating 
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COORDINATED 


for Conveying, Cleaning and Finishing 


Here is part of an Alvey-Ferguson Com- 
pletely Coordinated System for conveying, 
cleaning and finishing metal containers 
economically and efficiently. 

An A-F Overhead Trolley Conveyor 
carries the containers through the A-F 
Cleaning Machine shown above, where the 
operations of washing, phosphate coating, 
first water rinsing, chromic acid rinsing, 
second water rinsing and drying are per- 
formed—then through Paint Dipping, and 


The ALVEY-FERGUSON COMPANY offices in Principal Cities 


through the Infra-Red Dryer—then back 
for a complete circuit to storeroom pack- 
ing and shipping. 

Completely coordinated and conveyor- 
ized cleaning and finishing systems, engi- 
neered by Alvey-Ferguson, are reducing 
production costs for many prominent 
manufacturers. Whatever your problems 
in cleaning and handling metal parts and 
products, Alvey-Ferguson can help you 
solve them. Write today. 


627 Disney St., Cincinnati 9, Ohio 


Affiliated Corporation: THE ALVEY-FERGUSON COMPANY OF CALIFORNIA 
P. O. Box 396, Vernon Branch, Los Angeles 11, Calif. 
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View of plating room at Central 
Scientific Company showing ar- 
rangement for cooling acid dip- 
ping tanks. Water circulating 
around the 20-gallon  crocks 
keeps them cool. The crock in 
the foreground contains muriatic 
acid, while the crock in the 
background contains sulfuric 
acid. 


are for the most part of 
brass or steel. Brass parts 
are given the sulfuric acid- 
nitric acid dips as in nickel 
plating, steel parts being 
pickled in muriatic acid. 
Otherwise, the outline 
given above for nickel is 
followed, the cadmium 

bath being operated at 5 volts at room of copper oxide. Parts calling for this 

temperature, the parts averaging 10 finish are first copper plated, then 

minutes of plating time. dipped for 1 to 2 minutes in a cold 

Oxidize Finishing solution of liver of sulfur, this being 

the common name for sulfurated pot- 

Oxidize finish refers to the jet black assium. Sulfurated potassium is a 

mixture of potas- 

sium polysulfides 

and thiosulfate. 

No current is used 

in oxidizing the 

copper finish, the 

process being a 

strictly chemical 

one, 


Grease Wheel 
Finishing 


Grease wheel fin- 
ish is obtained by 


View of plating room 

at Cenco showing 

rinsing tanks in fore- 

ground with operator 

standing alongside: 

nickel tank in back- 
ground 
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Want LONGER LIFE FOR YOUR BUFFS 
AND WHEELS...FASTER CUTTING ACTION 
--- IMPROVED FINISH? THESE ARE 
GOOD REASONS WHY YOU SHOULD USE 


of Zuatty COMPOSITIONS 


POLISHING * BUFFING * COLORING 
FINISHING and DEBURRING 





Booklet No. 27—A valuable reference book 
— is free for the asking. Address Dept. “C’’. 


FREDERIC B. pa alds Ni a INCORPORATED 


DETROIT - 26 - MICHIGAN 


* NEW ENGLANO 166 182 Brewery S$! New Haren, Conn « CANADA FREOERIC &@ STEVENS OF CANADA LIMITED 
* NOW TORK and PENNSYLVANIA 9} Stone $1. BuMele MY © 1262 Mec Jeugall St Windsor, Ontare 
eo IMDlaNwa HMooner Supply Co. 36S Cruse $1. Ind © 236% Ourdas S$! Wert Terente, Onierie 
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dry-fining a casting on a rough wheel, 
then grease wheeling the part on a 
finer abrasive and buffing. This finish 
is largely confined to steel parts, plain 
steel requiring further attention, 
stainless requiring none, For example, 
ordinary carbon steel tun- 
ing forks are grease 
wheeled, then nickel plat- 
ed. Steel calipers may be 
either of plain or stainless 
steel. It is considered 
“ticklish” to obtain a good 
grease wheel finish, the 
work requiring consider- 
able care and talent. A 120 
grade emery is used for 
roughing and the finish- 
ing is done with 140 grain. 


Udylite plating barrel unit used 
for cadmium plating at Central 
Scientific Company 
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Apparatus used at Cenco for alum. 
inizing optically polished surfaces 
by evaporation technique. The 
pump on the floor is capable oj 
producing vacuums of from 0.1 to 
0.02 micron of mercury. Work js 
placed under the bell jar shown 
counterbalanced, which is then 
enclosed by the cylindrical screen 
at the right. 


When a wheel becomes worn, 
it is stoned down with an 
emery stone, sized with qa 
good cement or glue sizing, 
dried, sized again, then rolled 
in emery. It is then dried and 
ready for use, Tallow is 
rubbed on the wheel if it is 
to be used for producing 
grease wheel finishes. 


Aluminizing 
Aluminizing of highly pol- 
ished surfaces is carried out by the 
Central Scientific Company following 
the method of Strong (1). This tech- 


(1) Strong, John: ‘Procedures in Experi- 
mental Physics,’ pp. 171-87, Prentice-Hall, 
Inc., New York, 1938. 
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Excerpts from statement of 
Paul L. Chamberlain 
Manager of Sales 
Receiver Division 
GENERAL ELECTRIC COMPANY 


That’s why 
in its 1946 


The words quoted above are not ours. 
They are facts stated by a Luster-on* 
user! They sum up the reasons why the 
Sales and Engineering Departments at 
General Electric chose Luster-on* as the 
protective bright dip for chassis, speaker 
shells, and other zinc-plated radio parts — 
why Luster-on* looks like good business 
to G-E! 


RR RRNA RRR 


red 


uses Ludster-on 
Radio Line! 


In the photograph, E. G. Anderson, G-E 
Methods Department, holds a Luster-on* 
treated chassis. He knows it is safe from 
fingermarks and discolorations during as- 
sembly — will retain its attractiveness — 
keep buyers happier. And best of all 
Luster-on* may now be used in the stand- 
ard full-automatic plating cycle without 
delayed action transfer. 


Send a sample of your zinc-plated production parts for free Luster-on* 
treatment. It can mean good business for you, toc 


*Patent applied for 


THE 


CORPORATION 


54 Waltham Ave., Springfield 9, Mass. 
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§ THE CHEMICAL CORPORATION 
§ 54 Waltham Ave., Springfield 9, Mass. 


§ Please send me full particulars about Luster- 
§ on* bright dip for zinc surfaces. I am (am 
§ not) sending sample part for free dip. No 
§ obligation, of course. 
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nique necessitates evaporation of alu- 
minum from coils of tungsten in a high 
vacuum, Aluminum is used as the pri- 
mary reflecting surface in cases where 
freedom from tarnishing is desirable 
along with high reflectivity in visible 
or ultraviolet light. Metal reflectors 
are aluminized by the same process 
industrially fur use in automobile 
headlights, At Cenco, either metallic 
or non-metallic reflectors are vacuum 
coated with aluminum, 

After the polished surface has been 
prepared, it must be made ready for 
aluminizing. In the case of glass, this 
is done by use of acids followed by 
successive rinsings in tap water and in 
distilled water of exceptional purity. 
Regardless of the nature of the ma- 
terial to be coated, the most impor- 
tant prerequisite is that its surface 
must be chemically clean. Contact 
with cloth, bare hands and dust parti- 
cles is avoided. 


Evaporation of aluminum by the 
bare tungsten method, which is used 
at Central Scientific and which is ful- 
ly described by Strong, is based on the 
fact that aluminum when fused on a 
coil of tungsten wire will dissolve in 
the tungsten to an extent of about 3 
per cent. Cenco engineers use a tungs- 
ten filament made up of 3 strands of 
1/20,000-inch tungsten, around which 
1/32-inch aluminum wire has been 
wrapped. This bipartite filament is 
heated in a high vacuum by an exter- 
nally applied E.M.F., whereupon mole- 
cules of aluminum are propelled in 
every direction within the evacuated 
space, The degree of vacuum is de- 
termined by the distance the alumin- 
um molecules must travel within the 
enclosed chamber. It remains merely 
to place the work to be coated in a 
convenient position so that the rays of 
aluminum will impinge on it and form 
a film over its surface. 





Dipping tanks and drying racks employed at Cenco in japanning parts. Note built-in fire-extin- 


guishing nozzles piped to central supply of carbon dioxide. 
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FASTER... 
INFRA-RED! 











DRY on BAKE 
FINISHES 


with 


Drying the finishes on automo- 


bile chassis or bodies is just one of 


the many operations in which 
Infra-Red can save time, cost, and 
space. Wabash-Birdseye Infra-Red 
is equally adaptable to the drying 
of finish primers and lacquers, and 
to the baking of enamels, wrinkle 






Photo courtesy General Mofors Corp., Pontiac Div. 


finishes, and motor insulating 
varnishes. 

Infra-Red means better, more 
uniform drying . . . completely 
visible operation at all times. 
Result: better workmanship, fewer 
rejects, continuous inspection if 
desired. 


FOR BEST RESULTS WITH INFRA-RED 


come to Wabash! Every Wabash-Birdseye Infra-Red Lamp is equipped with 
the special tungsten filament that provides uniform distribution of radiant 
energy — at the wave lengths best suited for the purpose. 


Every Wabash-Birdseye lamp has the famous “Superlok” base, 


which the most terrific tunnel temperatures cannot loosen. 


And Wabash is ready to help you engineer each job. In 
Canada write to Northern Electric Company, Montreal 
and all principal cities. 


WABASH CORPORATION 
345 Carroll St., Brooklyn 31, N. Y. 


A Subsidiary of Syivania Electric Products Inc. 
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Strong recommends that a vacuum 
of at least 10-7 mm. of mercury be 
used. Not satisfied with this limit of 
efficiency, Cenco engineers designed a 
a pump capable of producing vacuums 
of from 0.1 to 0.02 micron of mercury. 
This pump, known as the Cenco-Hy- 
pervac 100, is considered responsible 
in large measure for the unusually 
fine aluminum coatings produced at 
Cenco on both metallic and non-metal- 
lic polished surfaces. 


Japanning 


Cenco-Hypervac pumps are finished 
with protective exterior coatings of 
black japan, this finish being listed 
as a 2-coat japan dip in contrast to 1 
and 2-coat japan spray. A practical 
reason exists for using this finish in 
addition to the excellent protection af- 
forded by the two coats, It has been 
found very difficult to remove all the 
fine particles of sand adhering to cast- 
ings by conventional methods of clean- 
ing and degreasing, Proper and ade- 
quate dipping ensures that the japan 
will flow into the various cavities of 
the castings, effectively sealing any 
trace particles in place. These of 
course do no harm once they have been 
sealed. 


Aluminum Wrinkle Finishing 


Black wrinkle finish is referred to at 
Cenco as black shrivel. A rough steel 
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Stages in the finishing of g 
Cenco laboratory oven. The 
oven at the left has been 
subjected to its second 
knife-filing operation and air 
dried. The oven at the right 
has received its final alum. 
inum finish. 


casting eventually to 

receive this finish is 

grease wheeled to di- 

mensional tolerance and 

smoothness, degreased, 
dipped in japan black and baked at 
400 deg. F. for 4 hours. Commercial 
black wrinkle is then sprayed on and 
the part is baked at 250 deg. F. for 
21% hours. It has been experienced at 
Cenco that most of the difficulties en- 
countered in securing a good wrinkle 
finish are traceable to insufficient 
baking of the underlying japan, Japan 
when underbaked may feel perfectly 
dry, yet not be dry. It has therefore 
become routine to bake the japan 
thoroughly for the full 4 hours. Cer- 
tain Cenco ovens and incubators which 
are to receive aluminum wrinkle fin- 
ish are given a spray coat of commer- 
cial gray shrivel, which is baked thor- 
oughly, and are then sprayed with an 
air-drying aluminum. 

An accompanying illustration 
shows two stages in the finishing of a 
popular Cenco laboratory oven, These 
ovens are made of Transite. A prime 
coat of sealer is sprayed on, then the 
Transite is completely knife filled by 
hand and allowed to air dry over night, 
The next day it is completely knife 
filled again, after which it is once 
more allowed to air dry over night. 
The surface is then sanded with a por- 
table sander, primer is sprayed on 
again, the surface spot puttied and 
hand sanded all over, sprayed with an- 
other coat of primer, then sanded 
again. It is then ready to receive the 
aluminum, which is sprayed on and 
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GET BETTER ACQUAINTED WITH 


ac 


a better baked finish 
fox METAL FURNITURE 











CHARACTERISTICS: 


An unusually hard, mar-resistant finish that 

will withstand a lot of abuse, abrasion and 

general wear . . . Highly rust-resistant and 

non-chalking, therefore, suitable for outdoor 

use... Permanent in color and easy to clean 

... Provides excellent coverage and hiding 

properties. 

APPLICATION : eae 

Only one coat is required. Usually applied by spraying, although some parts 
can be successfully dipped. 


BAKING TIME: 
20 minutes at 300° F. or 7 minutes with Infrared. (Optional schedules are 
available.) 


All Vedoc finishes are developed for a specific use, 
% then slightly varied to best fit each customer’s 
0C production setup. For more information about 

(Z these “better organic finishes”, write... 





air dried, All these operations are con- 
fined to the finished side of the Tran- 
site as received, 


Black Rubber Finishing 


Baked black rubber finish is specified 
on Cenco-DeKhotinsky constant-tem- 
perature water baths. Two coats are 
applied, each coat being baked for 2 
hours at 250 deg. F. This finish has 
a semi-gloss, presenting a rich and re- 
fined appearance. A synthetic rubber 
used in the formula makes this finish 


Cenco-DeKhotinsky No. 95050 constant tem- 

perature apparatus. The catches on this oven 

are finished in satin chrome, the oven itself 
being finished in aluminum nickel. 


extremely durable. Some instruments 
containing wood, parts machined to 
close tolerances, or other materials 
which cannot be baked and which still 
require a rubber finish are air dried. 


White Dulux Finishing 


White Dulux, or refrigerator white, 
is applied at Cenco as a finish for 
blood gas analysis apparatus, and so 
on, This material is baked at 120 deg. 
F. for 1 hour, or may be air dried 
where necessary, Red paint applied to 
burner bases is baked for 2 hours at 


42 PRODUCTS FINISHING 


250 deg. F. Copper bronze sprayed on 
pipette boxes and other laboratory 
equipment requiring a copper finish to 
blend with metallic copper is air dried, 
Aesthetic appearance is frequently 
the main criterion in determining 
which of these several finishes is to be 
used for a given instrument. In other 
instances, appearance has nothing to 
do with it, the finish being purely func. 
tional. 


Black Cloth Finishing 


Perhaps the best example of a func- 
tional finish at Central Scientific is to 
be found in the black cloth finish used 
in the interiors of Cenco grating spec- 
trographs and spectrophotelometers. 
The interiors of these instruments are 
designed to exclude all unwanted re- 
fiections of light, hence must be coated 
with a dull black of the greatest light- 
absorbing capacity. The coating se- 
lected for this purpose is known as 
black cloth, which, it is believed, re- 
flects the smallest percentage of inci- 
dent light of all suitable materials 
known today. Application of the ma- 
terial requires the use of a special 
spray gun. A dull black undercoat is 
sprayed on and is baked to permanent 
dryness on all surfaces capable of 
withstanding the baking tempera- 
tures used, A black flock undercoat is 
applied by spray, the cloth gun being 
made ready to use as soon as possible. 
Air drying is allowed for approximate- 
ly 12 hours, after which any excess 
material is blown off lightly with an 
air gun, 


Non-Conducting Black Finishing 


An example of a semi-functional fin- 
ish would be Cenco’s non-conducting 
lacquer base black, which is selected 
for use on the wood bases of galvano- 
meter-voltmeter-ammenter combina- 
tions and .on other instruments whose 
finishes must incorporate high elec- 
trical resistance with pleasing ap- 
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Pointing to Progress in Modern Electroplating 


Progress and important advance- 
ments in modern electroplating lie 
ahead with the broadening use of 
General Chemical Metal Fluobor- 
ate Solutions. Today—fluoborate 
baths are proving outstanding for 
many lead, tin, lead-tin alloy, cop- 
per, zinc and other applications. 
Tomorrow—Metal Fluoborates 
hold still greater promise since 
their superiority to ordinary baths 
is indicated both by the unusual 
characteristics of the fluoborate 
electrolyte and by the type of de- 
posits obtained. 

To the electroplater, the Metal 
Fluoborates, generally, offer such 
advantages as: 1. Concentrated so- 
lution form; no mixing or dissolv- 


ing necessary. 2. Simplicity of bath 
preparation and ease of control. 
3. Stability of composition, high 
conductivity, and good covering 
power. 4. Fine-grained deposits of 
good color. 5. High-speed opera- 
tion, with practically 100% anode 
and cathode efficiency. 

These advantages can mean real 
economy, efficiency, and conven- 
ience in your plant. So investigate 
the Metal Fluoborates now by 
writing for technical data and 
trial samples of the products 
that interest you. As always, 
General Chemical’s skilled Engi- 
neering and Technical Servicemen 
are available to assist you in pre- 
paring for test or full-scale runs. 


GENERAL CHEMICAL COMPANY 
40 RECTOR STREET, NEW YORK 6, N. Y. 


Sales and Technical Service Offices: Atlanta + Baltimore - Boston 
Bridgeport (Conn.) - Buffalo - Charlotte (N. C.) + Chicago + Cleveland 


Denver + Detroit 


Houston + Kansas City + Los Angeles 


Minneapolis +» New York + Philadelphia - Pittsburgh + Providence 
(R. « San Francisco + Seattle + St. Louis + Utica (N. Y.) 


Wenatchee + Yakima (Wash.) 


In Wisconsin: General Chemical Wisconsin Corp., Milwaukee, Wis. 


In Canada: The Nichols Chemical Company, Limited 
oan treal - Toronto - Vancouver 


Lead-Tin ee Plating » FOR § SHPCIAL TECHNICAL orate © (ANA Wiady soon) 


Zine Fluohorate « Manual ZF-1 Metal Flueborates ¢ Bulletin 1015-A 
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pearance and dignity of tone. 

As shown, Cenco’s dipping tanks and 
drying racks are arranged with an eye 
to efficiency, Experience has indicated 
that the exercise of caution and judg- 
ment in dipping to avoid formation of 
air pockets and in racking to assure 
adequate detearing of ventral drops 
pays dividends in attaining a maxi- 
mum number of excellent coatings 


Cenco No. 87102 grating spectro. 
graph. The interior of this in. 
strument is finished with 
sprayed black cloth in order to 
eliminate stray light reflections. 


with very few rejects. For 

safety precautions, the 

racks are equipped with 

built-in nozzles piped to 
central carbon dioxide supplies for use 
in case of fire. 

As a sustaining member of the 
American Society for Testing Mater- 
ials, the Central Scientific Company 
feels justly proud of the high quality 
of its products. To this high quality 
there has contributed in no small 
measure the equally exemplary per- 
fection of its finishing requirements. 


NEW WAY to GET Hee Hea OUT OF 
EVERY SQUARE INCH of YOUR PLANT 


Drastic space limitations need prove no obstacle 
to increased production and greater profits when 
it comes to finishing and conveying. Look how 
Jensen solved this problem at J & H Tool Company, 
manufacturers of coal shovels. Into a space of only 
14' x 54’ Jensen engineered a complete finishing 
system, including power washing machine, spray 
rinse compartment, floor-mounted infra-red oven 
for drying moisture, paint dip tank and ceiling- 
mounted infra-red paint-bake oven .. . all co- 
ordinated with loop-around conveyor. Production? 
166 shovels per minutel *Write Jensen today! 


no SENSE, 


a 


pera 


9331 FREELAND 
DETROIT 27, MICH. 


DESIGNERS and BUILDERS of “DUAL HEAT” INFRA-RED OVENS @ STANDARD and SFECIAL CONVEYORS 
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A new development in the protective coating indus- 
try. A unique finish possessing richness and depth 
characteristic only to ALPO. One coat—no special 
spray equipment or tricky application required to 
produce this new, startling effect. Adapted for all 
production baking schedules. Quality meets most 
exacting specifications. Technical Bulletin and 
Sample Panels on request. 


Engineers of Product Fincshes 
STANDARD VARNISH WORKS 


2600 RICHMOND TERRACE 2600 FEDERAL STREET 
STATEN ISLAND, N. Y. CHICAGO, ILLINOIS 
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CHEMICAL immersion pro- 
cess, imparting color to Par- 
kerized iron and steel surfaces 
and greatly increasing the cor- 

rosion resistance of the coating, has 
been recently announced by the Par- 
ker Rust Proof Company, Detroit. 

One of the first applications of Col- 
or Parkerizing was in the treatment 
of army equipment. For more than a 
year, the process has been undergoing 
exhaustive tests to demonstrate its 
rustproofing efficiency. The combina- 
tion of Parkerizing and color was first 
developed through research under the 
name of Endurion by Mr. and Mrs. 
James N., Tuttle of the Rust Proofing 
and Metal Finishing Corporation, 
Cambridge, Mass., jobbing plant oper- 
ators for Parker processes, and later 
worked upon by Parker Rust Proof 
technicians. 

The addition of color to Parkeriz- 
ing by Endurion provides a complex 
phosphate coating, which, it is claim- 
ed, is integral with the metal, is in- 
soluble in water, does not smudge, 
chip, or peel and effectively retards 
the spread of corrosion from abraded 
areas, The Endurion coating does not 
cause any appreciable build-up over 
ordinary Parkerizing which makes it 
desirable for finishing threaded arti- 
cles or assembly parts on which Park- 
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erizing is commonly used. Compli- 
cated shapes and parts with threaded 
members and holes can be coated 
equally as well as flat surfaces. 

The color coating results from 
chemical reaction, is uniform, and 
does not develop drips or tears, The 
equipment required for applying the 
color is simple and, when added to the 
Parkerizing process, consists of a 
wooden or steel tank, lined with lead. 
The color coating is applied by immer- 
sion of the work in the solution for 
from two to six minutes, Practically 
no additional labor is involved. The 
same steel drums, or baskets, used for 
Parkerizing may be passed through 
the aqueous color solution directly 
following the Parkerizing bath. The 
solution is operated at the boiling 
point so that no temperature control 
is necessary. 

After the Endurion color treatment, 
the material is rinsed, dried, and oiled 
if desired. No electric current is re- 
quired, Determination of the coloring 
chemical required to replenish the 
bath is simple and easy. Replenishing 
of the bath every few hours is said to 
be sufficient. 

The colors available are gray, blue, 
purple, green, and olive drab. With the 
exception of the gray, some fading is 
noticeable upon exposure to sunlight, 
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or ; @ This new Bulletin describes . . . pictorially and graphically .. . 
ph why E. P. Motor-Generators have been proving continuously since 
‘ly ; 1912, that they provide MORE value for LESS overall cost. The 
he Electric Products Company has pioneered practically every new 

development in the Electrolytic Motor-Generator field for many 


a “>~ years with the result that E.P. machines . . . 








@ Assure a lower life-time cost. © Consume less electricity 
at, : ® Provide more amperes per dollar @ Raise low power factor 
ed @ Minimize plating costs ©@® Require no special protective 
equipment @ Need practically no maintenance. 


E: P. Motor-Generators assure a reliability of operation that is un- 
matched by any other source of direct current. 


1g GET THE FACTS... Write for Bulletin 202 
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and colors are not recommended for 
outdoor use where color fastness is re- 
quired. However, this fading in no way 
lessens the rust-proofing efficiency of 
the coating, the manufacturer claims. 

For manufacturers, Color Parker- 
izing affords several outstanding ad- 
vantages in addition to enhanced rust- 
proofing. It is of value in the identifi- 
cation of related parts; springs of 
similar size but of different tension 
and composition, screws with slightly 
different threadings or fractional dif- 
ferences in length and head sizes, and 
many other products of similar shape 
and appearance which are made of dif- 
ferent alloys and intended to serve dif- 
ferent places. 

In addition to numerous salt spray 
tests to establish the corrosion resis- 
tance of Color Parkerizing, actual ex- 
perience by many manufacturers in 
applying it to ordnance material has 
demonstrated the protective value of 
this efficient finishing method. 


“Cleaning Metal Parts Before ang 
After Finishing”’ is the title of an illys. 
trated bulletin issued by the Optimus 
Equipment Co., 133 Church St., Matawan 
N. J., describing Optimus machines for 
metal parts cleaning. Copy free upon 
request, . 


General Chemical Plating Manuals, 
Two technical information manuals for 
the electroplating industry are announc- 
ed by the General Chemical Co., 40 Rec- 
tor St., New York 6, N. Y. Manual ZF-1 
provides information on zinc fluoborate 
concentrate, including a _ typical an- 
alysis of the concentrate, physical prop- 
erties, and applications. High-speed 
plating and tank and barrel plating with 
the zinc fluoborate bath are discussed, 
with operating details and data on typi- 
cal baths presented. 

Manual LTF-1 covers lead and tin 
fluoborate, presenting data on the physi- 
cal and chemical properties of these con- 
centrates and procedure for lead-tin 
plating with alloy and dual anodes. 

Copies of Technical Information Manu- 
als ZF-1 and LTF-1 are available free 
upon request. 











THE NEW 
Vudustiial 
WASHING MACHINE 


MODEL CBH 


PORTABLE PARTS-WASHER 
AND DIP TANK 


Bias 
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This is the midget of INDUSTRIAL'S 
wide range of metal cleaning and 
treating machines, but it is mighty in 
versatility and performance. Only 3- 
6" x 2'-6", the new, compact, light- 
weight CBH cleans metals and parts 
thoroughly, converts to a dip tank in 
10 seconds, protects operator’s hands 
from detergents, is conveniently port- 
able and handy to any part of your 
shop. The CBH is also the ideal wash- 
er to supplement your present clean- 
ing equipment. 


Get further interesting facts 
by addressing 
Department PF-1. 


INDUSTRIAL WASHING 
MACHINE CORPORATION 


NEW BRUNSWICK, NEW JERSEY 
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Powered by 
Federal 
Selenium 

Rectifiers 


1. FLEXIBILITY— achieved by grouping of 
various units to meet a wide variety of 
voltage and current requirements. Permits 
installations with no obsolescence. 


2, CURRENT CAPACITY—for every re- 
quirement—from 100 to 50,000 amperes 
... voltage ranges are available for stand- 
ard and special electrolytic processes. 


3. SELENIUM RECTIFIERS — for high-effi- 
ciency, quiet operation, practically unlim- 
ited life. Federal’s ‘‘center contact’’ per- 
mits positive sealing against corrosion. 


FEDERAL's 


6 


POWER 
SUPPLIES 


(From 100 to 50,000 amperes) 


4, PUSH BUTTON, REMOTE CONTROL— 
On the larger installations motor-operated 
voltage regulator provides smooth, con- 
tinuous, precise control. 


5. EASY INSTALLATION—Compact de- 
sign permits Federal rectifiers to occupy 
small floor space...no heavy moving parts 
demanding special foundation orsupports. 


6. LOW-COST MAINTENANCE—Built to 
give continuous 24-hour service with no 
maintenance other than routine cleaning 
of blowers and motors. Air filters available 
for severe conditions. 


Let a Federal engineer help you select, and give you the complete details 
on the rectifier to fit your needs. They’re available now! 





Federal Telephone and Radio Corporation 


Export Distributor: 
International Standard Electric Corporation 
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Newark 1, New Jersey ‘@ 
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Future Possibilities in Protective 
Coatings from Plastics 


HERE is little doubt that the future of 
the protective coatings industry lies 
more and more in the field of synthetic 
resins or the so-called “plastic paints.” 

From a raw materials standpoint, plastics and 
paint are closely allied. Nitrocellulose, ethyl 
cellulose, acetobutyrate, cellulose acetate 
phenol-formaldehyde, urea, melamine, metha- 
crylate, polystyrene, and others are equally 
familiar to either the plastics or protective 
coatings engineer. Thus, it is in the field of 
application of these basic resins wherein lies 
the essential differnce between plastics and 
paints. With this close analogy between plas- 
tics and protective coatings, it is evident that 
technical progress in one immediately aids the 
progress of the other. 

Nictrocellulose lacquers, generally conceded 
to be the first “liquid plastic,” provide a large 
variety of versatile finshes. They may be ob- 
tained either clear or pigmented, glossy or 
flat. 

The color range is practically unlimited. 
For rigid surfaces such as metal or wood, they 
may be made hard and marproof, yet with ex- 
cellent adhesion and resistance to shock. One 
of their principal advantages is that they dry 
purely by solvent evaporation. Paul O, Black- 
more (Interchemical Corp.) in the January is- 
sue of “Products Engineering” predicts for the 
forthcoming postwar era large volumes of high 
quality nitrocellulose lacquer at a low cost, 
which may create formidable competition for 
some of the newer synthetic baking finishes 
which began to make serious inroads on the 





nitrocellulose lacquer market before 


the war. 

The most significant trend in nitro- 
cellulose lacquers has been to higher 
solids. Prewar lacquers, both clear 
and pigmented, sprayed at from 15 
to 25 per cent solids at the gun. Post- 
ar lacquers will spray at 30 to 35 per 
cent, and, if heat is used to aid in low- 
ering the viscosity, 40 per cent or bet- 
ter may be reached. Equipment is 
currently available for heating the 
lacquer and feeding it to the gun ata 
temperature of 150 deg. Fahrenheit. 

The phenolic resins will continue to 
be widely used as metal protective 
primers, insulating varnishes, can and 
drum linings, spar varnish, and so on. 
Color limitations and poor color re- 
tention may cause them to lose some 
of the purely decorative market to 
urea and melamine, although in two- 
coat work they will probably serve as 
undercoats for the latter. Because of 
their imperviousness to water and at- 
mospheric moisture, phenolic resin 
coatings excell as primers on struc- 
tural steel and are often used pig- 
mented with red lead, blue lead, and 
other corrosion inhibiting pigments. 

The outstanding performance of 
the alkyd resin enamels has resulted 
in a rapid enlargement of their use. 
Alkyd resin’s first big job was on 
household refrigerators. It produced 
a white finish with resistance to chip- 
ping and mechanical damage that 
lasted practically indefinitely, which, 
together with a low cost, soon caused 
some manufacturers to discard vitre- 
ous enamel for refrigerator exteriors. 
Alkyd resins will continue to be wide- 
ly used, particularly on household ap- 
pliances. They will probably be wide- 
ly used in conjunction with urea and 
melamine resins which impart addi- 
tional desirable properties. 

The urea and melamine resin coat- 
ings combine the toughness, adhesion, 
flexibility, and durability of the 
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alkyds with the speed of cure, hard- 
ness, water and heat resistance, clar- 
ity, and color retention possessed in 
their own right. Clear methyl-metha- 
erylate films adhere well to plated 
surfaces and, being water white, do 
not contribute any discoloration to 
the plated work. They are widely 
used as clear finishes for polished 
metals. Luminous paints are often 
formulated from methyl-methacry- 
late. 

Recent advances in application 
technology have contributed much in 
overcoming the disadvantages the 
vinyl resins experienced in the pro- 
tective coatings industry, principally 
those of low solids and high viscosity 
with resultant poor build and difficult 
spraying. Facilities for manufactur- 
ing vinyl resins were substantially in- 
creased during the war, and, therefore, 
it is expected that the price of the 
vinyl resins will be lowered. Vinyl 
resin films are water-white, odorless, 
tasteless, and non-toxic, which make 
them of unusual interest as coatings 
for food containers. 

The production man of the finish- 
ing industry should realize that plas- 
tics and protective coatings are the 
same thing from a composition stand- 
point and they differ only in methods 
of use. Each specific finishing prob- 
lem thus requires study from the 
viewpoint that each type of finish has 
certain properties that recommend it 
for use in certain fields. 

* * * 


Porcelain Enamels Can be Sprayed 
Electrostatically 


NE of the problems of long stand- 

ing for the metal-finishing pro- 
duction man dealing with porcelain 
enamels has been that of overspray, 
which in some plants has run as high 
as 50 per cent of the material put 
through the spray gun. Considerable 
publicity has been given the electro- 
static spraying of paints and lacquers, 
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especially during the war years, where 
it made possible the production of su- 
perior articles from the standpoint of 
uniformity of coating together with 
the elimination of the loss of coating 
materials, many of which were criti- 
cal. Plant scale evaluations (‘‘Steel,” 
Nov. 12, 1945; J, Ceramic Soc., 28, No. 
5 (1945) ) have shown that the factors 
which make electrostatic spraying 
valuable in the application of organic 
coatings apply equally well to porce- 
lain enamel. 


Electrostatic technique can be sat- 
isfactorily used for spraying of 
enamels and when properly used pro- 
duces a uniformly coated product 
with a minimum of loss due to over- 
spray. It is of particular value for 
the spraying of flat surfaces with sim- 
ple flanges or to the spraying of sym- 
etrical shapes, especially where the 
operation is highly repetitive. 

In the preparation of the enamel, 
it is reported that the process re- 
quires no radical changes from the 
conventional mill additions which 
might affect equipment or layout 
planning, nor does it involve extreme- 
ly fine milling of the enamel. Accu- 
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Spray booth in which 
enamels are being 
applied using elec. 
trostatic techniques 


(Photo courtesy Pem. 
co Corp., Baltimore 
Md.) : 


rate control of the 
physical _proper- 
ties of the enamel 
slip used for 
spraying in this 
process, especial- 
ly of the set and 
the specific grav- 
ity or water con- 
tent, is essential 
to the production 
of uniformly satisfactory results. How- 
ever, each individual finishing in- 
stallation usually requires some ad- 
justment in the number and location 
of the guns for most efficient opera- 
tion, 
* * * 
Cleaning Magnesium 


HE effectiveness of subsequent 

coating processes for magnesium 
depends to a marked extent upon the 
removal of surface contamination by 
proper cleaning methods. Contam- 
inating substances usually present 
are oil, grease, dirt, oxide, and other 
foreign materials deposited during 
fabrication. It also may be necessary 
to remove previously applied chemical 
treatments, 

Solvent Cleaning. Solvent cleaning 
by washing or by vapor degreasing is 
satisfactory only as a _ precleaning 
step where large amounts of oil or 
grease are to be removed. Chlorin- 
ated solvents, naphtha, and other 
commonly used materials can be em- 
ployed since they exert no harmful 
action on magnesium. In general, 
the same solvent degreasing equip- 
ment now used for precleaning other 
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EQUIPMENT 


for the surface 
treatment of metals 


WASH .... RINSE AND DRY 
IN CONTINUOUS OPERATION 


HAT’S a lot of casting ... 1700 pounds... 

and a big job for any cleaning machine .. . 
but this RANSOHOFF MACHINE with its extra 
heavy conveyor chains handles it as easily as 
ether Ransohoff installations clean tiny metal 
parts. 
It’s all the way RANSOHOFF CLEANING MA- 
CHINES are designed, engineered and built for 
the purpose you require. Write Our Engineers. 


 Kansonoff, Ine. 


1311 TOWNSHIP AVE. CINCINNATI 16, OHIO 





THIS RANSOHOFF MACHINE 
cleans castings as heauy as 1700 bbs. 


* Equipped with 
patented RANSO- 
HOFF PACKLESS 
PUMP, also UNI- 
DRAIN which com- 
bines all drains 
into one common 
drain leading to 
sewer. 
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metals is satisfactory for magnesium. 

Alkaline Cleaning. The electrolytic 
or dip type of alkaline cleaner must 
follow the precleaning in_ solvent 
cleaner. These alkaline type cleaners 
not only remove any remaining oily 
matter but also remove the chrome- 
pickle coating normally present on 
magnesium castings and wrought 
forms when they are received from 
the producer. For best results, the 
chrome-pickle coating must be re- 


Normal degree of atomization for enamels (20X) 


moved prior to the application of fur- 
ther chemical treatments on mag- 
nesium alloys. 

Cleaners of the strongly alkaline 
type such as commonly used on steel 
are most desirable for magnesium. 
The milder alkaline cleaners needed 
for aluminum are satisfactory in some 
cases, although for best results the 
pH of the cleaning solution should be 
above 11. A satisfactory cleaning 
bath for magnesium which can be 
used as a soak eleaner or as an elec- 
trolytic cleaner (Proc. Am. Electro- 
platers’ Soc., 1942) can be made up 
according to the following formula: 
Trisodium Phosphate 

(Na,PO,.12H,O) 

Sodium Carbonate 

(Na,CO,.10H,O) 

POOR ee ee 0.1 oz. 
Water________-___to make 1.0 gallon 
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This solution preferably is operateg 
at boiling temperature when used as 
a soak cleaner. It is possible to op. 
erate as low as 180 deg. F. but some 
form of agitation should be used at 
any temperature below the boiling 
point. The immersion time will de- 
pend somewhat on the nature of the 
surface to be cleaned, however, 5 to 15 
minutes usually will suffice. 


As an electrolytic cleaner, the bath 
described above is operated at 160 to 
180 deg. F. No agitation is required 
since gas evolution from the surface 
tends to physically dislodge oil and 
dirt. If the cleaning bath is to be 
operated solely as an_ electrolytic 
cleaner, the soap is sometimes left 
out, since there is some evidence that 
it may collect as a gumming deposit 
on the anode. To operate, the work is 
made the cathode and a direct cur- 
rent of 10 to 20 amperes per square 
foot of cathode surface is applied for 
1 to 3 minutes or longer. Following 
either method of alkaline cleaning, 


the parts preferably should be rinsed 
in hot water (160 deg. F. or higher) 


and then in cold water. This rinsing 
should be very thorough to avoid 
contamination of the chemical treat- 
ment baths immediately following the 
alkaline cleaning. 


Acid Pickling. Oxide layers, graph- 
ite-base drawing and forging lubri- 
cants, and other water-insoluble or 
non-emulsifiable substances cannot be 
removed by solvent or alkaline clean- 
ing. Cleaning in a_ solution of 
chromic acid is the preferred method 
of removing these. Chromic acid does 
not attack magnesium, but readily 
dissolves the oxide and hydroxide 
which are ever present, even though 
very thin, on magnesium surfaces. In 
the case of die lubricants and other 
foreign substances, the chromic acid 
dissolves the thin interfacial layer and 
then loosens the deposit. Magnesium 
parts to be cleaned are immersed for 
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For faster positive cleaning 
of ferrous metals—WYANDOTTE F.S. 
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Wyandotte F.S.* is a proven anodic or reverse 
current degreasing compound—especially made 
for the complete removal of “smut” and fabricat- 
ing compounds prior to plating. It produces a 
chemically clean surface that insures a uniform, 
more durable electro deposit. 


This balanced formulation helped speed war 
production. Now it’s facilitating reconversion to 
civilian manufacture—saving time . . . conserving 
material . . . reducing costs. 


Wyandotte F. S. offers fast and complete wet- 
ting action . . . superior “smut” removal qualities 
. . . high conductivity, assuring quick and efficient 
removal of fabricating compounds . . . controlled 
foaming . . . long life in solution. 


For more information about Wyandotte F. S., 
call your Wyandotte Representative. He’s wait- 
ing to show you how this and other Wyandotte 


Metal Cleaners can work to your satisfaction. 
“Registered trade-mark 


yandotte 


REG. U.S. PAT. OFF. 


WYANDOTTE CHEMICALS CORPORATION © J. B. Ford Division 
Wyandotte, Michigan + Service Representatives in 88 Cities 
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1 to 15 minutes in the following bath 
operated at 190 to 212 deg, F. 
Chromic Acid (CrO,) -------- 1.5 Ib. 
to make 1 gallon 
Tap water may be used in making 
up this bath, but the chloride and 
sulfate content must be low, since the 
presence of excessive amounts of 
chlorides or sulfates in the bath cause 
it to form a coating on the metal, 
which may interfere with subsequent- 
ly applied chemical treatments, 


* * * 


Surface Finishing of Beryllium- 
Copper Alloys 


view of the fact that beryllium- 
copper is an alloy that can be pre- 
cipitation-hardened by controlled 
thermal treatment, it is uniquely suit- 
ed for the production of tiny com- 
ponents of intricate shape, where such 
components must possess particular 
qualities of hardness or springiness. 
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Unfinished beryllium-copper wil] ~ 
gradually stain and darken and fina]- ~ 
ly becoming black under normal con- 7 
ditions in just the same way copper © 
does. 


In general, electroplated finishes 
are applied to beryllium-copper using 
the same procedures as are normally 
used to plate copper, bronze, or brass 
base materials. However, prior to the 
electroplating, particular attention 
must be paid to the surface cleaning 
of the components, particularly after 
heat-treatment procedures. For nor- 
mal protection and retention of a neat 
light-colored finish, nickel-chromium 
plating is usual. For electrical pur- 
poses to maintain low contact resist- 
ance, gold or silver is used or a com- 
bination of silver and rhodium, par- 
ticularly if resistance to wear is nec- 
essary, aS may be the case on moving 
contacts. To facilitate soldering, tin 
plating is used as a basis, 

General shop practice is to 
clean beryllium-copper from 
precipitation - hardened heat 
treatments by immersion in 
dilute sulfuric acid solution, 
using one volume of acid to 
nine volumes of water at or- 
dinary room temperatures for 
a period of 20 to 30 minutes. 
The work is then rinsed in 
water and subjected to a 
quick immersion in dilute di- 
chromate solution made up of 
one volume of sulfuric acid, 
19 volumes of water, and 3 
per cent by weight of potas- 
sium dichromate, at ordinary 
shop temperatures for a 


Vapor degreasing magnesium 
griddles 
(Photo courtesy The Dow Chemical 
Co., Midland, Mich.) 


May, 1946 








You can keep your plating plant operating at top efficiency 
only if you have adequate filtration. Industrial filter systems 
are designed and built to provide continuous high speed 
filtration and circulation. 


Industrial Filters equipped with the AIRWASH cleaning 
feature have been in continuous use for months without 
opening the filters or removing the plates. Air agitation 
quickly dislodges the accumulated sludge and leaves the 
filter clean and ready for a new filter cycle. Many hours of 
production time are saved thus lowering your operating costs. 


No. 1—Filter shown is equipped with slurry tank with double suction 
end discharge control providing an ideal continuous filtration system. 


Other Products 


Salt Fog Corrosion Test Equipment 


Centrifugal Pumps of Duriron, Worthite, 
Stainless Steel, Hard Lead, Bronze and Iron. 
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Diagram of sodium hydride © 
generator construction 4 
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f py following these proce. | 
dures, an acceptable bright § 
finish can be obtained on- 
beryllium - copper alloys” 
that may be electroplated, © 
if desired (British Journal, 
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“Metal Treatment;” also 
“The Iron Age,’”’ Nov. 15, 
1945). 
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period from a few seconds to one min- 
ute as required. Thorough water 
rinsing and drying must follow. When 
quicker treatments are desired, the 
solutions can be used hot. 

In preparation of the alloy specific- 
ally for electroplating processes, all 
work should be first degreased and 
then preferably subjected to a nitro- 
sulfuric acid pickle, consisting of a 
double acid treatment. The two acid 
solutions may be prepared from com- 
mercial concentrated acids, the first 
from 3 volumes of nitric acid and one 
volume of sulfuric acid, and the sec- 
ond from 3 volumes of sulfuric acid 
and 1 volume of nitric acid, and are 
used at room temperature. If the 
work has heavy heat-treatment scale, 
it is advisable to precede the nitro- 
sulfuric pickle with the double acid 
cleaning procedure, using the sulfuric 
acid-dichromate process previously 
described. In such case, the time of 
immersion in the nitro-sulfuric solu- 
tions need only be a few seconds and 
the loss of dimensions is negligible. 
Thorough water rinsing must follow 
these acid treatments to avoid carry- 
over into plating solutions. 


Finishing engineers will find that 
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( DIFFUSING THROUGH TANK} 
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OST metal-finishing production — 

men are familiar with the prob- ~ 
lems involved in the removal of scale | 
from metals prior to finishing opera- — 
tions. The common method of remov- — 
ing scale from ordinary steel is by 
pickling in acid. By this method, 
scale removal is accomplished partly 
by solution of the scale and partly by 
solution of the underlying metal. Al- 
loy steels, particularly the stainless 
steels, are more difficult to pickle 
than ordinary carbon steels. When 
acid pickling is used, pitting of the 
metal can occur if care is not exer- 
cised and a loss of 2 to 3 per cent of 
the base metal may result. 

A new method for descaling stain- 
less steels is based on the use of a 
powerful reducing agent—sodium hy- 
dride dissolved in fused caustic— 
which reduces the metallic oxides in 
the scale. The reduced scale remains 
in loosely adherent form on the sur- 
face of the work and is largely re- 
duced by a subsequent water quench. 
Sodium hydride is formed in the fused 
caustic bath by combining sodium 
metal with hydrogen in generators 
installed in the caustic tank. In op- 
eration, the scale is reduced by im- 
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... Here, is Typical Mahon Planning and Engineering 


The Complete Finishing System Planned, En- 
gineered, Fabricated and Installed by Mahon 
for the American Central Manufacturing Corp., 
Connersville, Indiana—an installation especially 
designed for finishing Refrigerator Cabinets and 
other Household Appliances— illustrates a few of 
the advantages of turning your complete finishing 
problem over to Mahon engineers. In this in- 
stance, the greater part of the complete system 
was erected outside of existing buildings ... the 
entire contract—including necessary additional 
housing, which became an integral part of the 


Finishing System—was handled by the Mahon 
organization. This is typical of what Mahon en- 
gineers have done for hundreds of manufacturers 
all over the world .. . these engineers— pioneers 
in this highly specialized field, which covers every 
industry where Finishing constitutes a major pro- 
duction operation—are endowed with a wealth 
of technical knowledge, experience and practical 
know-how, not available to you elsewhere. If 
you have a finishing problem in your plant today, 
or are contemplating new equipment of this type, 
consult a Mahon engineer—no obligation. 


Address INDUSTRIAL EQUIPMENT DIVISION 


c. MAHON COMPANY 


THE 
HOME OFFICE and PLANT, Detroit 11, Mich. © WESTERN SALES DIVISION, Chicago 4, il. 
Engineers and Manufacturers of Complete Finishing Systems including: Metal Cleaning Machines, Rust-Proofing Machines, 


Dry-off Ovens, Hydro-Filter Spray Booths, Filtered Air Supply Units, and Drying and Baking Ovens. Also Paint Sludge 
Reclaiming Units, potented Hydro-Foam Dust Collecting Systems, and many other Units of Special Production Equipment. 
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mersion of the work in the fused bath. 
Upon quenching the work in water, 
the reduced material is blasted from 
the surface by the generation of 
steam, and the descaled surface is 
brightened by a short ac: !. dip. 

Of interest to the production man 
is the fact that all grades of alloy 
steels can be descaled by this bath, 
and different grades can be descaled 
interchangeably using the same pro- 
cedure. No harm can result from too 
long treatment, since the hydride will 
not cause pitting of the work. Like- 
wise, the hydride does not produce 
hydrogen embrittlement of the steel. 
Savings in time, space, and disposal 
of waste residues as compared with 
other pickling or descaling processes 
are also points of interest. 


* * * 


Thickness Determination of 
Terneplate Coatings 


HE usual methods for determining 
the thickness and coating com- 
position of terneplate involve either 
the complete dissolution of the speci- 
men in dilute acid or stripping the 
coating in hot concentrated sulfuric 
acid and subsequent analysis for tin 
and lead. These methods are at best 
lengthy and inconvenient, and a sim- 
ilar procedure has been recently de- 
scribed (“Review of Tin Research In- 
stitute”). It was found that all hot- 
dipped tin-lead alloy coatings on steel 
could be dissolved, without attack on 
the base metal, in Clarke’s solution 
(cold hydrochloric acid containing 


antimony chloride) as used for pure 
tin coatings. However, the reaction 
on terneplate is somewhat slower 
than with tinplate. 

The recommended procedure may 
be summarized as follows: 

Select a sample of known area to 
give a coating weight not more than 
about 0.8 ‘gram, degrease, dry, and 
weigh. Attach to a nickel wire and 
immerse in 100 ml, of the stripping 
solution. When the coating is dis- 
solved, quickly remove the loose de- 
posit, keeping the specimen immersed. 
Remove the clean steel, wash, dry, 
and weigh. Transfer the solution 
with the deposit and washings to a 
conical flask, connect to a supply of 
carbon dioxide and boil for 10 min- 
utes. Cool, dilute with 100 ml. of 
water, and add 5 ml, of 1 per cent 
starch solution and 1 ml. of 10 per 
cent potassium iodide solution. Ti- 
trate with N/20 potassium iodate. 
This iodate solution should be stand- 
ardized against a mixture of tin and 
lead, in approximately the same pro- 
portions as on terneplate, dissolved in 
the stripping solution, and treated as 
above, 

Using this method, it is reported 
that the weight and composition of 
tin-lead coatings can be ascertained 
in 30 to 40 minutes. Other suggested 
applications of the method are for 
measuring the distribution of coating 
thickness and composition over the 
surface of a sheet of terneplate, as 
well as analysis of electrodeposited 
tin-lead alloys. 





EP Motor-Generators for electrolytic 
processes are covered in a 12-page bul- 
letin published by The Electric Prod- 
ucts Co., 1737 Clarkstone Rd., Cleveland 
12, Ohio. The bulletin illustrates and de- 
scribes sleeve and ball-bearing units for 
anodizing, electroplating, electropolish- 
ing, electrocleaning, electrogalvanizing, 
electrocoloring, and electrotyping. Copy 
of Bulletin 202 is available free upon re- 
quest. 
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“Belt Sanding of Metal—The Polishing 
Lathe”’ is the title of an eight-page illus- 
trated bulletin released by the Clover 
Manufacturing Co., Norwalk, Conn. The 
bulletin discusses the set-up wheel; the 
use of the polishing lathe with abrasive 
belts; contact wheels; belt speeds; re- 
moval of metal and finishing; back- 
stands; alignment of belt; length of 
belts, and abrasives employed. Copy of 
Bulletin No. 4 free upon request. 
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Showing how Indus- 
trial Designers are 
using FLOCK as a 
Functional and/or 
Decorative Surface 
Coating on ALL 





FUNCTIONAL USES 


te. Used in the auto, airplane, radio, 

d- ——* > . 
urniture and many other indus- 

nd tries for surfacing all sorts of ma- materials 


terials to provide 
SOUND DEADENING ¢ TEMPERA- 


in TURE INSULATION ¢ INTEGRAL 
Ss GASKETS © SHOCK ABSORBING , 
. SURFACE © NON-MAR SURFACE RAYCO FLOCK consists of uniformly cut 
© NON-GLARE SURFACE. particles of cotton, rayon, hair, in all colors, 
ed which can be permanently adhered to prac- 
, Pp y reid e 
of DECORATIVE USES tically any surface or selected position of it. 
ed — he Bn agg hae , a It produces synthetic surfaces like suede 
ed metal, etc., the following effects leather, velvet, velour, mohair, felt, carpet, 
or are produced etc., for the Functional and Decorative pur- 
ng SUEDE LEATHER °¢ FURNITURE poses listed at the left. It will repay you to 
ie UPHOLSTERY © _ INTERIOR AND study the limitless possibilities described in 
e e ee e ° ” 
poe VEGGn © MGeAEn. — free book “Surface Coating with Flock. 
a equest your copy now. 


SEND FOR THIS FREE DATA BOOK 


Actual color swatches plus a wealth of application and processing 
ng data make this book a ‘‘must’’ for product designers. 


| | RAYON PROCESSING CO. ‘nc: 


65 TREMONT ST., CENTRAL FALLS, RHODE ISLAND 


3 Developers and Manupacturers 
of Printing aud Coating Flock 
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ELL cylinders, with their 
UW plunger cages and connec- 

tions, were formerly made 

largely of brass but, because 
of the shortage of this material, are 
now being made of iron and steel by 
the Clayton Mark Co., Evanston, IIL. 
pioneer manufacturer of water well 
equipment. To eliminate rusting and 
corroding of the cylinders in use, Clay- 
ton Mark engineers have developed a 
special process whereby these cylin- 
ders will supply rust-free water since 
alliron parts are provided with a high- 
ly corrosion-resistant coating, known 
as Dur-a-kote, which coating is baked 
on the metal. The coating is applied 
to the entire surface of each part be- 
fore assembly—directly over threads 
and all—by means of an air brush. 
The result is a cylinder with each 
component part completely plastic 
coated. 

In order to provide the absolutely 
clean, etched metal surface required 
for bonding the plastic, all parts are 
subjected to abrasive grit blasting in 
a Wheelabrator Tumblast, produced 
by American Foundry Equipment 
Company. Hydraulic cylinders and 
water well cylinders up to and includ- 
ing 6 feet in length are blasted in a 
pressure air blast cabinet which is 
designed so that both the interior and 
exterior surfaces can be blasted at the 
Aaame time. Air at 80 Ib. per square 
inch is applied to force the abrasive in- 
side each cylinder. 


Small brass and iron castings and 
union forgings for water well acces- 
sories as well as smaller cylinders up 
to 30 inches in length are handled in 
a 27 x 36-inch blasting machine. After 
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eft) Parts of water well equipment about to be unloaded from Wheelabrator Tumblast after 
three-minute exposure to grit blasting (Photo courtesy American Foundry Equipment Co.) 


three minutes in the machine, the cyl- 
inder parts emerge with surfaces uni- 
formly clean so that excellent bonding 
is assured for the protective coating. 
Plant officials point out that the 
Wheelabrating does not affect the 
shape or form of the parts, nor even 
damage the threads which are cut on 
cylinder barrels before they are put 
into the blasting machine. 

Founded in 1888 by the late Clayton 
Mark, this Evanston firm has had an 
uninterrupted history of 57 years in 
the manufacture of water well acces- 
sories, Today, the four sons of the 
founder are continuing the business 
which has expanded to a point where 
several hundred employees are re- 
quired to manufacture and ship out 
water well equipment. 


Three stages in the manufacture of water well 

cylinders: (left) cylinder just after threading 

and rough plunger cage casting, (center) two 

similar parts Wheelabrated, (right) cylinder 

and plunger cage after being coated with rust- 

resistant lastic (Photo courtesy American 
oundry Equipment Co.) 
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Ongauce Finishes 
ine pblloy Die Castings 


By BURR PRICE* 


RODUCT finishing for appear- 

ance value is assuming its right- 

ful position of importance side 

by side with the protective fac- 
tors dominent in wartime now that 
metal base articles are beginning to roll 
off the production line destined for the 
highly competitive consumer market. 
This is true whether the article is a 
major household appliance, a gadget 
or a small personal accessory. Such is 
the sales appeal of color, and such is 
the range of colors and textures avail- 
able in modern organic finishes that 
few metal products are placed on the 
market in their natural finish even 


though, as in the case of zinc and zinc - 


alloys, they resist corrosion well and 
normally require no protective coat- 
ing. Although in many cases decora- 
tion is practically the only objective 
in painting or plating, zinc alloy die 
castings have recently entered some 
fields where severe service conditions 
demand the application of a coating 
for the purpose of protection, 

The range of service requirements 
for various articles which are being 
furnished in lacquers and enamels is 
very great, and it is the purpose of this 
discussion to aid the finisher in select- 
ing a system suitable for his particu- 
lar requirements, 


* This article is based on material obtained 
by special permission from Technical Depart- 
ment bulletins of the New Jersey Zinc Com- 
pany. 
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Finishes 


In setting up a finishing system for 
zinc and its alloys, two major points 
must be considered after a finish hav- 
ing a suitable color and appearance 
has been chosen: (1) whether the se- 
lected coating will satisfactorily with- 
stand the destructive agencies which 
the finished part will encounter in 
service, and (2) whether the adhesion 
of the coating will be satisfactory 
throughout the life of the article. The 
first quality is largely inherent in the 
formulation of the coating. The second 
requirement may or may not be satis- 
factorily taken care of by the formu- 
lation of the finish. 


The organic coatings commonly ap- 
plied to metals fall into two general 
classes; namely, those which harden 
at room temperature and those which 
require baking. In general, the baking 
type finishes have been found to be 
more strongly adherent to zinc than 
the air drying types. In either case, 
however, a chemical or mechanical 
pretreatment of the metal surface is 
desirable to obtain the best results. 


The choice of finishing material 
type is largely governed by the serv- 
ice conditions for which the die cast- 
ing is intended. The manufacturers 
of lacquers and enamels have given 
the formulation of organic coatings a 
great deal of attention, and it is ad- 
visable to follow their suggestions. 
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They have developed primers that ad- 
here well to pretreated zinc and zinc 
alloys and which may be used in con- 
junction with a wide variety of coat- 
ing materials. This procedure per- 
mits the finisher to select his coating 
from a very broad field. 


Cleaning and Pretreatments 


The cleaning and pretreatment pro- 
cedures discussed below provide the 
maximum opportunity for good ad- 
hesion on the part of coatings es- 
pecially designed for them. While 
good cleaning is essential in all finish- 
ing, chemical or mechanical pretreat- 
ments are frequently required. Many 
finishes suitable for application to 
pretreated metal surfaces are avail- 
able, These will usually be found to 
possess satisfactory adhesion and re- 
tention of adhesion on properly pre- 
treated zinc and zinc alloy surfaces. 

Good adhesion and satisfactory ser- 
vice cannot be expected of any or- 
ganic coating unless the metal surface 
on which it is applied is thoroughly 
cleaned. This is true not only of zinc 
but of all metals. Even where chem- 
ical pretreatment is used, the 
work must be cleaned if uni- 
form attack by the pretreat- 
ing solution is to be produced. 

Proper cleaning involves the 
complete removal of the dirt 
and grease picked up during 
fabrication and handling, as 
well as the removal of oxide 
and other films developed 
during storage or in the clean- 
ing operation, For this pur- 


Contrasting chromium plate and 
black wrinkle finish provide excel- 
lent durability for this carton sealer. 
(Photo courtesy The New Jersey 
Zinc Co., New York, N. Y.) 
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pose, there are now in use in the fin- 
ishing industry a number of methods 
as described below. 

Alkaline Cleaning. Grease and 
other surface contaminants may be 
removed by alkaline cleaning. Com- 
plete removal of grease by this means 
is extremely difficult unless electric 
current is used. Many proprietary al- 
kaline compounds have been devel- 
oped for cleaning zinc prior to elec- 
troplating and these should be suit- 
able for use in an organic finishing 
cycle. For the finisher who wishes 
temporarily to use a non-proprietary 
cleaner, the use of a solution of 4 
to 6 ounces of trisodium phosphate 
per gallon of water is suggested. This 
solution should be maintained at 
about 180 deg. F. (82 deg. C.) and 
sufficient current should be passed, 
with the article as the cathode to 
cause violent gassing. The treatment 
should remove all grease and oil in a 
matter of a minute or so, the exact 
time depending on the type and 
amount of contaminating material 
present. Alternate rinsing in hot and 
cold water should follow to remove 
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the adhering cleaning solution. 


Alkaline cleaning, whether electro 
or immersion, develops a thin film of 
alkaline zinc salts on the surface of 
the zinc which rinsing alone does not 
effectively remove. There is consid- 
erable evidence also that immersion 
cleaning does not remove oxide films 
effectively, A brief immersion of per- 
haps five seconds’ duration in a cold 
10 per cent hydrochloric acid solu- 
tion will usually remove both the al- 
kaline film and the oxide film. A hot 
water rinse should follow this dip to 
facilitate drying. If the cleaning 
treatment is to be followed by chemi- 
cal pretreatment, the above acid dip 
will not be necessary. 


Solvent Cleaning. Fairly effective 
cleaning can be accomplished by 
means of organic solvents, such as 
trichlorethylene, xylene, ethyl ace- 
tate, carbon tetrachloride, and so on. 
To obtain the best results, the solv- 


ent must be carefully selected, and 
the method of use must be given 
ample consideration. 

Most solvent cleaning methods de- 
pend upon solution of the grease and 
oil by simple washing or immersion 
in the solvent. In such cases, the last 
trace of solvent to evaporate from the 
surface leaves the metal coated with 
a thin film of grease. Vapor cleaning 
or vapor rinsing in the commercial 
systems using trichlorethylene will 
overcome this undesirable occurrence. 

Even though vapor rinsing is used, 
the acid dip discussed above is desir- 
able since it removes any oxide films 
which might be present. 

Application of the finish should fol- 
low the treatment cycle as quickly as 
possible. Clean zinc surfaces ex- 
posed to the atmosphere for several 
days gradually accumulate a thin 
film of zinc oxide combined with at- 
mospheric dirt which is harmful to 
adhesion, 


Get Better Plating © 
witthMGC Generator Sets 
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It's easy to do with MGC Motor Generator 
Sets! You get better plated surfaces and 
maximum economy because — ball bear- 
ings guarantee maintenance of uniform air 
gap and good commutation; special wind- 
ings assure positive voltage regulation, 
compact single unit construction gives 
longer life. 

MGC Buffers and Grinders are adaptable 
for all plating work and will give years 
of dependable service. Give us your re- 
quirements — we'll give you the details 
without obligation. 


Motor Generator Corp., Box PF-56 Troy, Ohio 


(Division of Hobart Brothers Co.) 


ot the Worlds Largest Builders of Electric Generavors'' 
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W INFRA-RED SYSTEM 


Fuel and Power Costs . . 75% 
Rejects upto. . . . . 30% 
Floor Space Requirements . 50% 


out this page as a reminder 
of the impressive savings in infra-red 
baking and drying that stem from 
Gifford-Wood’s two-fold experience: 


Close association with the development of infra-red since 
its earliest commercial use—p/us 130 years of creating and 
installing mechanical handling systems for industrial 
service of every type. 


Other convincing case histories on file. If you are look- 
ing ahead to infra-red—and want the best—call in Gifford- 
Wood. It pays. Gifford-Wood Co., 420 Lexington Ave., 
New York 17, N. Y.; 565 W. Washington St., Chicago 6, Ill. 
HANDLING HEADQUARTERS for In- ns Factory : Hudson, N. Y. 
deceriel Ceara: at gees €6=6— | Write Depe.V. 


Systems . .. for Ice Processing 
and Ice Handling Tools 


G-W HANDLES IT... GiéF0RD-b000 


faster * easier * cheaper SINCE 1814 
@ cw 1454 
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Chemical and Mechanical Pretreat- 
ments. Chemical pretreatment in- 
volves the use of phosphate solutions 
which are applied to the properly 
cleaned article either by dipping, 
spraying or brushing. Proprietary 
solutions, such as Bonderite, are 
available which produce on the sur- 
face an adehrent film of zinc phos- 
phate that is remarkably effective in 
improving the adhesion and adhesion 
retention of organic coatings. (No 
consideration has been given to any 
possible patent situation involving 
chemical pretreatment which must be 
taken into account by the finisher.) 
In using solutions of this type, the 
instructions supplied by the manufac- 
turer should be followed. Special 
care should be taken that the film de- 
posited on the article is not excess- 
ively thick, or additional coats of 
enamel may be necessary to satisfy 
the absorptive properties of the phos- 
phate coating and ensure a finish of 
the desired appearance. 

Use may be made of the Cronak 
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The home movie projector illus. ‘ 
trated herewith is die cast of zine 
alloy and finished with wrinkle 
ante cocmmay te te 

oto courtesy The New 

Zinc Co., New York, N. ier 


film as a pretreatment, par- 
ticularly where the corrosion 
resistance imparted by this — 
film is required on unpainted — 
areas of the same piece, (The 
Cronak process affords an © 
economical means of minimiz- — 
ing the corrosion of zinc and 
the formation of heavy corro- 
sion product films under ad- 
verse exposure conditions. 
The process consists of a sim- | 
ple dip in a solution con- 
taining hexavalent chromium ions © 
and results in the formation of a pro- ~ 
tective golden brown film usually ~ 
showing some iridescence.) Satisfac- — 
tory initial adhesion and retention of 
adhesion will be obtained with many 
baking finishes. Air drying finishes 
generally adhere poorly to the Cronak 
film. 

Where. the required equipment is 
available, sandblasting, either with 
sand or grit, can be one of the most 
effective treatments that can be given 
to a metal surface prior to the appli- 
cation of an organic finishing mate- 
rial. Grease and oxide films are re- 
moved very effectively, thereby obvi- 
ating the need of any chemical or 
solvent cleaning, and the roughened 
surface produced by the sandblasting 
promotes good adhesion. Experience 
indicates that the use of relatively 
fine sand or grit is best, although the 
optimum particle size has not been 
determined, Material passing through 
80 or 100 mesh has proved most ef- 
fective on zinc alloy die castings and 
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Sits Yo CLEANING IN 8-MONTH TEST 


SUN SPIRITS... 


Ends Long Drying Period in Parts Plant 










A parts supplier was using a standard brand of solvents for cleaning parts before 
shipping, but found the long drying period was slowing up production. 
Sun Spirits was introduced, and, after an eight-month test, it 
had a perfect record for speeding up the drying period, 
and also for eliminating all oily films from finished pieces. 


For fast, inexpensive cleaning, at low cost, Sun Spirits is first 
choice in hundreds of industrial plants. Sun Spirits removes 
. oe 


oil, grease, solder flux, cutting oil, and other oily films simply, 
without dangerous or inflammable chemicals, without compli- [=> 
cated bath processes, without heating. 


For further facts on how Sun Spirits can help clean up in INDUSTRIAL 
your plant, call the Sun man near you, today. PRODUCTS 


SUN OIL COMPANY - Philadelphia 3, Pa. 









Sponsors of the Sunceo News-Voice of the Air — Lowell Thomas 





is considered standard by some fin- 
ishers who have investigated the sub- 


ject. Sand and grit blasting, how- : 


ever, are definitely limited in their 
application as a pretreatment of zinc 
alloy die castings. Because this treat- 
_ment leaves a relatively rough sur- 
face, several coats of an enamel of 
good filling properties may be neces- 
sary if a smooth, glossy finish is de- 
sired. Because of this, chemical pre- 
treatment is frequently preferred. 


Baking Temperatures 


Most modern finishes are either 
force dried or baked, which adds to 
their durability and adhesion, It is 
only natural that, since zinc is a metal 
of relatively low melting point, some 
attention must be paid to the possible 
influence of high baking temperatures 
on the material. 

In the case of rolled zinc, it is some- 
what difficult to set any defnite limits 
as to permissable baking tempera- 
tures and times because these will 
vary to some extent with the size and 
shape of the article, the degree of de- 
formation involved in fabrication, and 
with the requirements for physical 
properties. The temperatures listed 
in the table below should not be ex- 
ceeded if minimum changes in prop- 
erties are essential. 








the limits set for hard rolled zincs, 
The problem of maximum safe bak- 


‘ing temperatures for zinc alloy die 


castings has largely been eliminated 
through the development of synthetic 
resin finishes which can be baked to 
suitable hardness in one hour or less 
at temperatures between 200 and 300 
deg. F. or in 15 minutes or less at 
higher temperatures. Under these 
conditions, the only difficulties to be 
anticipated are an occasional blister- 
ing of the castings themselves due to 
the expansion of gases in porosities 
near the surface or the development 
of blisters in copper-nickel-chromium 
electrodeposits frequently applied in 
conjunction with organic finishes, Re- 
strictions in temperature imposed by 
the former may often be minimized 
by changes in the die casting die. The 
die caster should be consulted to de- 
termine whether such changes will be 
practical. 

There are cases in which organic 
finishes are to be applied over suit- 
ably prepared surfaces where it is de- 
sired to use a finishing system al- 
ready available which involves tem- 
peratures higher than those already 
discussed. While a high degree of 
stability of dimensions and properties 
has been achieved in the modern zinc 
alloys under conditions of service at 


Maximum Temperature (° F.) 
for Total Baking Time of 


Metal 1% Hour 1 Hour 2 Hours 3 Hours 
Soft rolled unalloyed zinc_____-~_ 300 300 300 300 
Hard rolled unalloyed zinc _____~ 230 230 230 230 
Soft rolled alloyed zinc______-~~- 480 480 480 480 
Hard rolled alloyed zinc_____-___ 300 300 300 300 
It should be emphasized that the temperatures between room and 


temperatures given for soft rolled 
zincs can safely be used only when 
the material is in the form of flat 
strips or fabricated objects involving 
minor degrees of deformation. Fabri- 
cated objects subjected to relatively 
severe deformation during fabrication 
should be baked in accordance with 
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about 212 deg. F., it is known that 
this stability can be destroyed by ex- 
posure of the castings above certain 
maximum temperatures in baking. To 
prevent this undesirable effect, which 
is completely independent of blistering 
of the casting or of copper-nickel- 
chromium deposits, it is necessary to 
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HEATING AND COOLING CONTROLS 
7 Lou cost - Aigh accuracy 


nic 
\it- 
de- 


al- From high speed copper to chrome, and anodyzing to cleaning and rinsing tanks, 


Le a a a ee 


m- Sarco has a complete line of temperature controls. The cost varies according to the 
dy problem involved, but for the purposes illustrated the simple, inexpensive Sarco LSI 
ron Electric Control will do the trick. 

unc It combines accurate temperature indication with automatic control. It is used exten- 


ENT TT 


sively for both heating and cooling because it costs less, is more reliable and because 
of the easy adjustment by thumb screw and the built-in dial thermometer. 


rs This is only one of the many Sarco plating controls which range from the low cost 
Sarco Thermoton, for approximate control of cleaning and rinse tanks, to the highly : 
accurate TR-21 regulator used on many automatic plating operations. 


Our representative can show you how others have solved plating problems similar 
und 
hat 
ex- 
ain 
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Alloy 
Zamak—2* 
Zamak—3** 
Zamak—5*** 


¥% Hour 
325 


Maximum Temperature (° F.) 
for Total Baking Time of 
1 Hour 2 Hours 


275 250 


375 325 
375 325 


3 Hours 
250 


300 
300 


*Corresponds to A.S.T.M. Alloy XXI, S.A.E. No. 921. 
**Corresponds to A.S.T.M. Alloy XXIII, S.A.E. No. 903. 
***Corresponds to A.S.T.M. Alloy XXV, S.A.E. No. 925. 





observe the restrictions on tempera- 
ture and time given in the table above. 





Pemco Reference Manual. The Pemco 
Corp., Baltimore, Md., announces the 
completion of a manual which is design- 
ed to correlate for ready reference the 
essential knowledge of porcelain enamel- 
ing plant control in relationship to the 
importance of cost reduction and to bring 
about the correction of enameling shop 
problems and simplification of purchas- 
ing. The manual contains nine main in- 
dex sections which represent over 100 


pages of enameling specifications in 
addition to 14individual Porcelain Enamel 
Institute booklets and specially written 
booklets on various enameling tests and 
seven complete sets of plant and lab- 
oratory control and layout charts. 

The manual is 3 x 12 x 12 inches in size 
and has a black leather binding stamped 
in gold with a patented three-ring loose- 
leaf filler’ unit which facilitates the in- 
sertion of additional material which will 
be supplied at various intervals to keep 
the manual up to date. Incorporating 
data which have been carefully selected 
for their practical values, the manual is 
available at a pr:°e of $5.00 per copy. 
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IS NO OBJECT 


With Blakeslee Degreasers you can 
easily clean the inside of tubing up to 
40 feet long with an inside diameter 
as small as % inch; or precision 
parts of delicate instruments and 


SoWent 


NEW YORK, N.Y. 
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watches ... Cleaning time can be 
cut as much as 90% and hand scrub- 
bing eliminated ... The Blakeslee 
method automatically cleans all sur- 
faces, even in the pores of the metal. 


Write for free informative 


booklet 
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he Spotlight 


Plating Industry 1S on. . . 


THE 7/ccu: AIR-DRY RACK COATING 
Check these features: 


@ MICCROTE®X is a superior thermoplastic insulat- 
ing material developed by experienced platers. 


@ MICCROTEX meets the requirements of all plat- 
ing, anodizing, tannerizing, parkerizing and bonder- 
izing cycles. 

@ MICCROTEX may be dipped, brushed or sprayed 
with equal effect. 


@ MICCROTEX is a black material with a high 
luster—highly resistant to plating solutions, acids 
and alkaline cleaners at boiling temperatures. 


@ MICCROTEX is tough, resilient, and flexible— 
attains maximum adhesion without shrinkage. 


@ MICCROTEX effectively minimizes dragout—is 
easy to use—saves time and material in application. 


© Rp 8 8h eee OD I oe 


MICCROTEX is the answer to the plating industry's greatest 
need—an air-dry rack insulation that overcomes the diffi- 
culties commonly found in applying lacquers. The full story 
of this remarkable new coating is contained in a special 
bulletin—write for your copy today! 





Developed and Manufactured by Experienced Platers 


MICHIGAN CHROME and CHEMICAL COMPANY 
6340 East Jefferson Avenue . Detroit 7, Michigan 
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D. A. COTTON 


Part X 


tor rule” was discussed in so far 

as it applied to the operation of 

electric meters, Briefly stated it 
is as follows: If a current is made to 
flow through a coil of wire placed in a 
magnetic field, the coil, if free to 
move, will rotate about an axis paral- 
lel to the face of the magnet poles (see 
Fig. 25-A, Part VI.). 

The application of this law to the 
actuation of movable coils extended 
only to rotation of the coils through 
arcs of less than 180 degrees, In order 
to apply these principles to complete 
and repeated revolutions of windings 
such as are required for the operation 


q Part VI of this series, the ‘“‘mo- 


Reh REaH AOR 


4 a. 
S$ 
Ooh OS) 
) 4/ 
Fig. 46—Rotation of armature coil 


76 PRODUCTS FINISHING 


of motors and generators, it is neces- 
sary to go a little deeper into a study 
of the motor rule. 

Figure 46 represents different steps 
in the rotation of a single coil carry- 
ing current in a magnetic field. It is 
obvious that in positions 1 and 2 there 
is plenty of rotatory force, pull be- 
tween unlike poles, and push between 
like poles. At position 3, there is a con- 
dition of “dead center,” but, if we as- 
sume the coil has sufficient momen- 
tum, it will carry past dead center to 
position 4, At this point, the rotating 
force reverses and the coil would re- 
turn to position 3 and stop. However, 
if by some means the current could be 
caused to flow in the opposite 
direction through the coil just 
after it passes position 3, the 
magnetic polarity of the coil 
would reverse, as shown in 
position 5, and the coil would 
continue to rotate in the same 
direction as it did at the start. 

Figure 47 is a simple dia- 
grammatic sketch of the de- 
vice called a “commutator,” 
which produces this rever- 
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Magnetic field + mechani- 
cal rotation — current gener- 
ation (Generator). 

Figure 48 shows that for 





Fig. 47—Simple two-bar commutator 


sal of current. As shown, the coil is in 
position 3, Fig. 46, during which time 
current flowed from the positive brush 
into segment A and counterclockwise 
through the coil, It is now about to 
enter position 4 (Fig. 46) and the posi- 
tive brush is just making contact with 
segment B, sending current clockwise 
through the coil and changing its po- 
larity from N to S on the side next to 
the S magnet. This produces the de- 
sired effect shown in step 5, Fig. 46, 
and causes continued clockwise rota- 
tion of the coil. 

In actual electric motors, instead of 
a one-coil winding and a two-bar com- 
mutator, there may be several hundred 
coils placed in a slotted armature, and 
the commutator contains a _ great 
many segments. 

If now instead of forcing current 
through the coil and thus causing it to 
rotate, it is made to rotate by a me- 
chanical force, such as a belt and pul- 
ley, a voltage will be induced in the 
coil. This is based on Faraday’s dis- 
covery in 1831 that, if a conductor is 
moved across a magnetic field, a volt- 
age is induced in it, This is the “gen- 
erator rule.’’ The distinction between 
motor and generator principles can be 
summarized simply as follows: 

Magnetic field + current-carrying 
coils mechanical rotation (Motor). 
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a given arrangement of mag- 
net poles, a given rotation of 
armature, and a fixed polar- 
ity of brushes, the only elec- 
trical difference between a 
motor and a generator is the 
reversed direction of current 
through the armature, Since 
magnetic field, rotation, and 
current in windings are com- 
mon to both motor and gen- 
erator, it follows that a 
generator has motor characteristics 
and a motor has generating ability. In 
other words, a generator armature un- 
der load is forced to rotate in a direc- 
tion opposite to that called for by the 
direction of current in its windings; a 
motor armature by virtue of its rota- 
tion in a magnetic field, generates a 
voltage in its windings opposed in di- 
rection to the voltage applied to it 
from the power line. 

This voltage generated by motor 
windings is called ‘counter electromo- 
tive force” (abbr. c.e.m.f.) because it 
opposes applied voltage, Note how 
similar in its effects is this counter 
electromotive force to the polarization 
voltage in plating solutions (Part 
Ex). 


-MoTOR= ss GENERATOR 
LLocKwisk RoTATION. 
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Fig. 48—Comparison of motor and generator 
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Fig. 49—A.C. voltage wave 


The voltage available for forcing 
current through a motor armature is 
the difference between applied voltage 
and counter electromotive force and is 
the IR drop. Mathematically stated, 
volts applied — c.e.m.f, ++ IR drop. 

Example: What current will flow 
through a rotating motor armature 
having a resistance of 0.01 ohm., if the 
applied vlotage is 125 and the c.e.m.f. 
of the motor is 120? 

Solution: 125 — 120 — 5 volts IR 

5 
drop; I — ——- — 500 amperes, Note: 
0.01 

If the armature were not rotating, 

there would be no c.e.m.f, and applica- 
125 

tion of 125 volts to it would cause —— 
0.01 

or 12,500 amperes to flow. 

In the case of the generator, the 
voltage delivered at its brushes equals 
the volts induced in its windings minus 
IR drop. 

Example: If a generator having an 
armature resistance of 0.0005 ohm de- 
livers 1,000 amperes at 12 volts, what 
voltage was induced in its windings? 
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Solution: 1,000 x 0.0005 — 0.5 volt 
IR drop; 12 +- 0.5 — 12.5 volts induced. 

Some comprehension of the basic 
facts regarding alternating currents 
is desirable, therefore, the bare essen- 
tials will be explained, 

All voltage induced in the windings 
of armatures rotating in a magnetic 
field are alternating. Faraday’s first 
simple experiments in electromagnetic 
induction supplied all the necessary 
data to prove this. He took a coil of 
wire and connected a galvanometer 
across its terminals, Then he thrust 
one end of a magnet into the coil, 
whereupon the galvanometer needle 
gave a kick, indicating that a voltage 
had been induced in the coil. When the 
magnet was pulled out of the coil, a 
kick in the reverse direction was reg- 
istered on the meter, The same effect 
would have resulted if the coil had 
been thrust toward one pole of the 
magnet and then quickly withdrawn. 

It is also true that induced voltage 
is greatest when the rate of cutting 
flux lines is greatest, Therefore, re- 
ferring to Fig. 49, when the coil AB is 
in positions 1, 3, or 5, the total flux — 
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enclosed by the coil is maximum, but 
the rate of cutting is minimum and at 
that instant the voltage is zero. At 
positions 2 and 4, the highest rate of 
cutting flux occurs, producing the 
maximum voltage value, 

The lower portion of Fig. 49 is a 
graphic representation of the varia- 
tion in voltage induced in a generator 
armature during its rotation past one 
pair of poles, The voltage is zero at 
position 1, reaches a maximum at 2, 
passes through zero again at 3; rever- 
sing in direction, it reaches a maxi- 
mum at 4 and returns to zero at 5. 
This sequence of changes shown from 
1 to 5 is called a “cycle” and repre- 
sents an angular movement of 360 de- 
grees, 

In a two-pole machine, the 360 de- 
grees, or one cycle, is actually one 
complete revolution. In a four-pole 
machine, one cycle is covered in one- 
half revolution of the armature or 180 
degrees of arc, but, nevertheless, ma- 
thematically a cycle covers 360 de- 
grees, 

The number of cycles per second 
induced by alternating current gener- 
ators is known as the “frequency” of 
the circuit, Frequency equals the num- 
ber of pairs of poles times the revolu- 


tions per second, Since there is one 
cycle per pair of poles, a 60-cycle gen. 
erator having four poles would have a 
speed of 1,800 revolutions per minute: 


4 1,800 
— x —— — 60. 
2 60 


In a well designed generator, this 
voltage curve is a sine wave, So called 
because its value at any instant is 
equal to the maximum value times the 
sine of the angle of rotation beyond 
the neutral point (position 1, Fig, 49), 
Alternating current also varies ac- 
cording to the sine law. 


It is now clear why alternating cur- 
rent cannot be used for electroplating. 
If 60-cycle current were applied to a 
plating bath, the current would flow 
in one direction for 1/120 second and 
then would reverse for the next 1/120 
second, Obviously, if any plate were 
deposited in one period, it would de- 
plate in the next period, the net re- 
sult being no plate at all, 

In an alternating circuit, the cur- 
rent may not be “in phase’ with the 
voltage. If the voltage and the current 
waves do not reach their maximum 
values at the same instant, they are 
“out of phase.” A “lagging”? current 
is so called when it passes its maxi- 

mum later in the cycle 
than the voltage; a 
“leading” current pass- 
es its maximum ahead 
of the voltage. 

In Fig. 50, D repre- 
sents a voltage wave; 
A, a current leading the 
voltage by 45 degres; 





C- CURRENT LAGGING. 


Fig. 50—A.C. phase relations 
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B, a current in phase; 
and C, a current lag- 
ging by 45 degrees. 
Referring to Fig. 51, 
when a two-bar com- 
mutator is added to a 
generator, just as a re- 
versal in direction is 
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WIK- SEAL 


A New Finishing Oil Developed By 
Du-Lite Especially For the Protection 
of Parts To Be Assembled ... . 


If your activities include production handling or assembling 
of oil treated parts, you will want to know about KWIK- 
SEAL. Consider these advantages: 


DRIES RAPIDLY — Dust-free within a few min- 
utes, permitting smooth, easy handling of parts. 


NO STICKY DEPOSITS — Leaves no gummy resi- 
dues to catch dust and dirt and interfere with 
assembly work. 


SUPERIOR PROTECTION — Tests have proved 
that it is an excellent rust retarding medium. 





KWIK-SEAL oil works equally well on either finished or 
chemically blackened parts. For further information call or 
write Du-Lite at Middletown. One of our Sales Engineers 
located near you will gladly call. 


DU-LITE CHEMICAL CORP. 


ORIGINATORS OF THE DU-LITE PROCESS FOR BLACKING STEEL 


Dept. B, Middletown, Connecticut 
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Fig. 51—Stages in changing a.c. to d.c. 


about to take place at point 3, the coil 
terminals reverse and the flow of cur- 
rent continues in the same direction as 
in the first half-cycle. This produces 
a pulsating current that drops to zero 
twice per cycle, If the coils are in- 
creased to two and the commutator 
bars to four, the current instead of 
dropping to zero will fall only to the 
value represented by the line A, Fig. 
51. If the coils and bars are again 
doubled, the current pulsates only be- 
tween the limits shown by lines B and 
C. By greatly increasing the number 
of armature conductors and commu- 
tator bars, direct current with hardly 
a ripple in it is obtained, 

In direct current circuits, the prod- 
uct of volts and amperes is watts. In 
alternating circuits, this is not neces- 
sarily true, since current and voltage 
may not be in phase. 

Assume that a current of 100 amperes 
is flowing through a 220-volt single- 
phase circuit. This is 220 x 100 or 22,- 
000 volt-amperes or 22 kva. Suppose 
a wattmeter connected into the circuit 

13.2 
indicates only 13.2 kw. Then = 

22 
0.60. This figure 0.60 is the ratio of 
watts to volt-amperes and is known 
as the “power factor” of the circuit. 
It may also be expressed as 60 per 
cent power factor, but, in any case, 
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the power factor 
is the figure by 
which volt-am- 
peres or kilovolt- 
amperes (kva) 
are multiplied to 
obtain watts or 
kilowatts (kw,), 
Mathematically 
expressed, P — 
Elk where Pis 
watts or kilo- 
watts and EI is 
volt - amperes or 
kilovolt - amperes 
and k is power factor. 

This is the general equation for de- 
termining power in an a.c. circuit, In 
a three-phase circuit, three sine 
waves, 120 electrical degrees apart, 
are generated. Therefore, in order to 
calculate kva, EI must be multiplied 
by the square root of three or 1.73, a 
constant required for adding 3-phase 
vectors. Thus, for 3-phase circuits, P 
— 1.73 EIk. 

The next, and final, article in this 
series will continue the discussion of 
the various sources of power supply 
for electroplating. 





Oakite Special Protective Oil for the 
prevention of rust on ferrous surfaces 
between operations and while parts are 
in storage is described as to uses and ad- 
vantages in a 12-page booklet published 
by Oakite Products, Inc., 20 Thames S&t., 
New York 6, N. Y. Copy free upon re- 
quest. 





‘“‘Nukemite’”’ Acid and _ Alkali-Proof 
Plastic Coating is covered as to proper- 
ties and characteristics and the possi- 
bilities inherent in its use in a 12-page 
catalog released by the Nukem Products 
Corp., Buffalo 20, N. Y. Industrial uses 
of Nukemite in the steel, petroleum, 
chemical, transportation, automotive and 
other industries, as well as in structural 
work, and so on, are depicted. Copies of 
the catalog together with samples of 
Nukemite are available free upon re- 
quest. 
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Just What You 
Need to Speed 
Production 





MANDREL- MOUNTED 


FELT BOBS 


PARAMOUNT BRAND Felt Bobs are now available in a wide 
range of styles and sizes mounted on Ye and ‘4 inch diameter 
mandrels. 








These mandrel-mounted bobs help speed production when 
operations are carried on by means of portable air or electric 
tools, flexible shaft equipment, lathes, drill presses, etc. No 
time is lost on fitting a new bob on an old mandrel. Simply slip 
a new mandrel-mounted bob into place. Another advantage: 
these mandrel-mounted bobs are “‘true.”’ 


Write for literature giving full information concerning these 
PARAMOUNT BRAND Mandrel-Mounted Felt Bobs. 


BACON FELT COMPANY 


‘‘ America’s Oldest Felt Manufacturers” 
Winchester, Mass. Established 1824 


Felt Does It Better 
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Howard Appoints New Secretary 


and Sales Manager 


Harley E. Huddle has been appointed 
secretary and sales manager of the How- 


Harley E. Huddle 


ard Engineering and Manufacturing 
Company, manufacturer of cleaning and 
finishing machinery for the metal and 
food processing industries. Mr. Huddle 
hes been associated with the Howard 
Company for the past 7 years, serving 
as chief engineer prior to assuming his 
present duties. 

Mr. Howard, president of the com- 
pany, stated that the appointment of 
Mr. Huddle is part of an expansion pol- 
icy required by increasing demands 
throughout the U. S. and Canada for 
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the company’s line of equipment. A 
specialist in the field of metal-cleaning 
and finishing machine design, Mr. Hud- 
dle attended the University of Kentucky 
where he received his degree in mechan- 
ical engineering. 


Appointed Assistant Purchasing 
Agent 


Arthur F. Hermann has been appoint- 
ed assistant purchasing agent for the 
Sun Chemical Corporation. For the 
past 10 years, Mr. Hermann was assist- 
ant general manager in charge of manu- 
facturing operations for the Rutherford 
Machinery Company Division of Sun 
Chemical Corporation. 





Thompson to New Post 


The appointment of Clifford C. Thomp- 
son as credit manager for the Columbia 
Chemical Division of the Pittsburgh 
Plate Glass Company is announced by 
W. I. Galliher, executive sales manager 
for the division. A veteran of World 
War I, Mr. Thompson has been associ- 
ated with the company for the last 10 
years. During the past 3 years, he serv- 
ed as a traveling representative of the 
treasurer for the Pittsburgh Plate Glass 
Company and prior to that was chief ac- 
countant and office manager at the com- 
pany’s Milwaukee branch warehouse. 

Mr. Thompson will maintain headquar- 
ters at the Columbia Chemical Division's 
offices, Fifth Avenue at  Bellefield, 
Pittsburgh, Pennyslvania. 
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New Udylite Sales Engineer 


Vincent R. Kelly has been appointed 
py the Udylite Corporation, Detroit, as 
sales engineer for the Indiana territory 
under the supervision of the Cleveland 


Vincent R. Kelly 


branch office. Although a native of New 
York State, Mr. Kelly has been in In- 
dianapolis for the past five years han- 
dling heat treating and plating for Cur- 
tiss-Wright. Previous to that he served 
in the heat treating deparment of Cur- 
tiss-Wright’s, Clifton, New Jersey, plant 
and in a similar capacity with the New 
Process Gear Co., Syracuse, New York. 

Mr. Kelly is a member of the Society 
of Automotive Engineers and also of the 
American Society for Metals. 


Burns Appoints Eastern 


Pennsylvania Representative 

The E. Reed .Burns Manufacturing 
Corp., 40 Rector St., Brooklyn, N. Y., 
announces the appointment of the Reis- 
man Tool and Supply Company .of Phil- 


adelphia as its Eastern Pennsylvania 
representative. Prior to the war, Law- 
rence A. Reisman represented the Burns 
organization in the .Pittsburgh district. 
He possesses a thorough and wide knowl- 
edge of abrasives and of polishing and 
buffing methods. ' 

The Reisman Company maintains of- 
fices at 44 N. 4th St., Philadelphia, and 
will cover the state,as far west as York, 
Pennsylvania and east to Trenton, New 
Jersey. 
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Assigned to Northwest Area 


_ Robert R. Pierce of the Technical Ser- 
vice Department of the Pennsylvania Salt 
Manufacturing Company of Washington 
has been appointed sales service repre- 
sentative of the Pennsalt parent com- 
pany’s Special Chemicals Division. 

A graduate of Oregon State University, 
Mr. Pierce will cover the Washington- 
Oregon-Idaho-Montana area. He will 
handle all products of the Special Chem- 
icals Division, including industrial clean- 
ers, corrosionproof cements, inhibitors, 
and pickling and descaling products. His 
headquarters will be in Tacoma, Wash. 


Promoted By Wyandotte 


Chemicals 


Evans S. Schmeling, well known to the 
metal-cleaning and finishing industry 
in and around Chicago, has been pro- 
moted from the Chicago sales staff of 
Wyandotte Chemicals Corporation to as- 
sistant manager of the Industrial De- 
partment of the company at Wyandotte, 
Michigan. After receiving both his bach- 
elor’s and master’s degrees at the Uni- 
versity of Michigan, Mr. Schmeling, who 
has been with Wyandotte for seven 
years, spent three years in Greenland on 
a geological expedition and then joined 


Evans S. Schmeling 


the executive staff of a Cuban mining 
company. 

Mr. Schmeling brings to the Wyandotte 
office a technical and comprehensive 
knowledge of metal cleaning and Wyan- 
dotte burnishing powders. 
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Pflug New Detrex National 


Accounts Manager 


W. F. Newbery, industrial sales man- 
ager of the Detrex Corp., Detroit 27, 





R. W. Pflug 


Mich., manufacturer of industrial clean- 
ing equipment and chemical cleaning 
compounds, has announced the promo- 
tion of R. W. Pflug to national accounts 
manager. Mr. Pflug, formerly central 
regional manager, started in the engi- 
neering department of the Detrex Cor- 
poration in April of 1935. From the 
engineering department he was trans- 
ferred to sales as service engineer on 
national accounts, and then was central 
regional manager until his recent ap- 
pointment. 

Mr. Pflug brings to his new post a 
wide knowledge and considerable experi- 
ence in the handling of sales accounts on 
a nation-wide basis. 





Charles G. Piske Resigns 


Charles G. Piske has resigned as dis- 
trict sales manager of the Protective 
Coatings Division of Atlas Powder Co., 
Stamford, Conn., after completing 26 
years of service with that company. 


Metal-Clean Solvent Corporation 


The Metal-Clean Solvent Corporation lo- 
cated at 1444 W. Randolph &t., Chicago 7, 
Ill., is now offering to industry water 
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solvent degreasing and equipment for 
metal cleaning and conditioning. Ip 
addition, a staff of competent engineers 
is maintained to render assistance on 
cleaning problems. 


Metz Appointed Technical 


Service Manager 


Donald A. Metz has been appointed 
manager of technical service for the 
Zapon Division of Atlas Powder Com- 
pany, according to an announcement by 
E. H. Bucy, assistant general manager. 
Mr. Metz, who will be located at Stam- 
ford, Connecticut, is organizing a ser- 
vice which will enable the company to 
further the technical and sales interests 
of its customers in the industrial finishes 
field. 

A graduate of Sheffield Scientific School 
of Yale in 1937, Mr. Metz was recently 
released from the Army with a rank of 
lieutenant colonel. He was in charge 
of organizing and operating the paint 
and chemical laboratory at Holabird De- 
pot, Baltimore, Md., and later at Aber- 
deen Proving Ground. As chief of the 
laboratory, he directed research and de- 
velopment on the first lusterless finishes 
used by the Army for automotive equip- 
ment and later on all ordnance material. 

Prior to entering the Army, Mr. Metz 





Donald A. Metz 


was associated with the Winthrop Chem- 
ical Company as assistant divisional 
manager, contacting the medical, phar- 
maceutical, and hospital fields in and 
around New York City. 
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ANOTHER HARSHAW DEVELOPMENT FOR BETTER PLATING 


NEW 


SINGLE 
NICKEL 








More and more platers are voicing their enthusi- 
asm about the plating advantages of Harshaw’s li 
New Single Nickel Salts. These small definite 
crystals are superior to the large old style nickel 
salts. In addition to uniformity in crystal size 
and shape, these small NiSO46H20 crystals are 
the purest, highest nickel content nickel salts 
we have ever made. They dissolve rapidly and 
flow freely. When kept in reasonable storage, 
lumping and caking are eliminated. e Join the 
increasing number of platers who are specifying 
Harshaw’s New Single Nickel Salts. Send your 
order to the nearest Harshaw branch. 




























NEW SHIPPING PACKAGE— This new type of 
nickel salts now makes possible the use of strong 
5-ply paper bags containing 100 Ibs. net. Easy to 
handle—they stack conveniently and pour in a 
free flowing stream. 
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1945 East 97th Street, Cleveland 6, Ohio 
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Tanner Chemical Incorporates 
Incorporation of the Tanner Chemical 

Co., Ferndale, Mich., manufacturer of 

rust-proofing chemicals and processes, is 





Robert R. Tanner 


announced by Robert R. Tanner, presi- 
dent. Other officers of the firm include 
William R. McKenzie and George M. 
Burgess, vice presidents, Sherwood 
Field, secretary, and R. H. Buckley, 
treasurer. 

The corporation’s new plant at 1250 
Wordsworth, Ferndale, Michigan, is now 
under construction. 


Administrative Staff Expanded 


Expansion of the administrative staff 
for the Chemical Division of the Rum- 
ford Chemical Works, Rumford, R. I., 
has been announced by Albert E. Mar- 
shall, president. J. Whitney MacDonald, 
attorney and personnel director since 
1943, has been appointed an assistant to 
the president, filling the vacancy caused 
by the resignation of Daniel B. Curll, Jr., 
who served as assistant to Mr. Marshall 
and general manager of the Chemical 
Division. 

Arthur H. Razee, a member of the 
Technical Service Department since 1940, 
has been promoted to manager of chem- 
ical service and sales. Irving G. Loxley, 
a member of the Chemical Sales Depart- 
ment since 1941, has been promoted to 
the position of assistant manager of 
chemical sales. Frank Cutter, associ- 
ated with the Technical Service Depart- 
ment for the past three years, has been 
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appointed sales statistician. 
Harvey, Jr., recently discharged from 
the service, has been appointed to the 
Sales Department. 

Two additions to the research labora- 
tory staff of Rumford include John R, 
Van Wazer, formerly in charge of a 


Joseph ¢, 


physical chemical laboratory in the 
Tennessee Eastman Corporation division 
of the Clinton Engineering Works, who 
will serve as a physical chemist, and 
Robert H. Elliott, inorganic chemist for 
seven years at the Laurel Hill Research 
Laboratory of the General Chemical Co., 
Long Island, who will hold a similar 
position. 


Truscon New York 


Representative 


Coming to Truscon Laboratories, Inc., 
an affiliate of Devoe & Raynolds Com- 
pany, Inc., with a background of 2 
years of experience in the building and 
allied industries, Phil Fogarty will make 
his office at 787 First Avenue, New York. 
Mr. Fogarty was personally engaged in 
the tile contracting business for many 
years prior to 1937, when he joined a 
New York distributing organization 
which sold protective coatings for con- 
crete, steel, and general industrial build- 
ings. 

Truscon Laboratories, Inc. manufac- 





Phil Fogarty 


tures anti-corrosives, waterproofings, 
and heavy maintenance finishes, as well 
as interior maintenance finishes for in- 
dustrial and institutional use, concrete 
hardeners, and floor treatments. 
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ny Kirk & Blum 

a nee oe Drying Oven... 
on removes moisture, 
“4 improves quality 


of picture frames 


C se KIRK & BLUM OVENS at S. E. Overton 


Company. 
belong “IN THE PICTURE’ .. q . 
| 











@ This Drying Oven was specially designed by Kirk & Blum 
Engineers for S. E. Overton Company, South Haven, Mich. 
Blast air, electrically heated, enters from the top and is re- 
circulated from the oven floor. 
The oven proper is 7’ 6” wide by 14’ 3” long, with a 6’ 6” ; 
conveyor extension for loading and unloading at the same | 
time. Conveyor speed is variable. } 
Specialized “know - how” enables lf 
Kirk & Blum Air Engineers to pro- iF 
vide more efficient and economical 
drying, baking, and _ laboratory li 
ovens. Write us for details. f 








THE KIRK & BLUM MFG. CO. 


2816 Spring Grove Ave., Cincinnati 25, Ohio } 
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Pemco Adds to Sales Staff 


The Pemco Corporation announces the 
appointment of J. Eugene Eagle to its 
sales staff. Mr. Eagle graduated in 1923 
from Alfred University with a B.S. in 
ceramic engineering. In 1937, he return- 
ed to Alfred University to do thesis work 
on high temperature chrome colors and 
graduated the following year with a pro- 
fessional engineer’s degree. 

For 12% years, Mr. Eagle was associ- 
ated with the Vitro Manufacturing Co., 


J. Eugene Eagle 


Pittsburgh, Pa., doing work on the sale, 
development, and service of ceramic 
colors. For the past 3 years, he has been 
associated with the War Production 
Board, Washington, D. C., in the ca- 
pacity of chief of its Non-Metal Sec- 
tion. Mr. Eagle is a charter member of 
the Institute of~Ceramic Engineers and 
a member and fellow of the American 
Ceramic Society. 





Appointed Purchasing Agent 


The appointment of Alfred D. Nutter, 
Jr., as purchasing agent for the Pitts- 
burgh Plate Glass Company’s glass divi- 
sion is announced by M. E. Carlisle, 
general purchasing agent for the con- 


cern. Mr. Nutter has been associated 
with the company for 12 years. During 
the past 5 years, he has been assistant 
to the glass division purchasing agent. 
Prior to that, he served as an accountant 
at the company’s Ford City Plant. 

Mr. Nutter succeeds Homer M. Hoff- 
man who retired recently after being as- 
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sociated with the glass company’s pur- 
chasing department for more than 35 
years. 


Pennsalt Traffic Manager 


Retires 


H. L. Crowder, traffic manager of the 
Pennsylvania Salt Manufacturing Com- 
pany since January 1, 1918, announced 
his retirement recently after almost 30 
years of service with the chemical com- 
pany. J. G. Robinson, assistant to Mr. 
Crowder for many years, has been ap- 
pointed Pennsalt’s new traffic manager. 
William J. Robb has been named assist- 
ant traffic manager. 

Mr. Crowder, who is a member of the 
Traffic Club of Philadelphia and the 
Traffic Club of New York, has lived all 
of his life in Philadelphia, where he was 
born on Oct. 5, 1885. Mr. Robinson is a 
native of Coatesville, Pa. He joined 
Pennsalt 9 years ago after working for 
the Sinclair Refining Company in Fort 
Worth, Texas. 


Despatch Oven Elects 


At a recent meeting of the stockhold- 
ers of the Despatch Oven Company, A. 
E. Grapp was elected chairman of the 
board of directors. As founder of the 
company over 44 years ago, Mr. Grapp 
has seen the steady growth of his or- 
ganization from a small one-room one- 
man company to one that now occupies 
over 70,000 square feet of manufacturing 
and warehouse space and employs over 
250 persons. In 1913 when the company 
was incorporated, Mr. Grapp was made 
president and treasurer, a position he 
has held up to the present time. In as- 
suming his new duties he still retains 
the office of treasurer. 

The stockholders also elected H. L 
Grapp to the office of president and gen- 
eral manager. Son of the founder of the 
company, Mr. Grapp is well qualified to 
assume the responsibilities of his new 
office, having worked over 28 years on 
practically every machine in the factory 
and having occupied every executive 
office. 

F. H. Faber has been elected execu- 
tive vice president and general sales 
manager and G. M. Lund, former secre- 
tary, has been made vice president and 
secretary. All officers have been re- 
elected directors for the ensuing year. 
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Herwig Joins Bogue Electric 


The Bogue Electric Co., Paterson, N. 
Y., announces the addition of Robert S. 
Herwig to its staff. Mr. Herwig will 
head the company’s expanded plating 
equipment department. 

Previously, Mr. Herwig was supervisor 
of chemical research, Eclipse Pioneer Di- 
vision, Bendix Aviation Corp., Teter- 
boro, N. J. Prior to his Bendix associa- 
tion, he was research engineer for West- 
vaco Chlorine Products, Inc. He also 


Robert S. Herwig 


served 8 years with the American Plati- 
num Works. 

A graduate of Newark College of En- 
gineering and Stevens Institute of Tech- 
nology, Mr. Herwig has written many in- 
teresting technical paper of which his 
‘Black Alumilite Process’’ is most prom- 
inent. His lectures on plating and anodiz- 
ing have been heard by many members 
of the American Electroplaters’ Society 
of which he is a member. He is also a 
member of The Electrochemical Society. 





Beloin Joins MacDermid Staff 


The addition of Emile J. Beloin to its 
staff as a plant chemist and service en- 
gineer is announced by the W. D. Mac- 
Dermid Chemical Co., Bristol, Conn. Mr. 
Beloin graduated from the University of 
Connecticut in 1939 with a B.S. degree. 
He also took special courses at Yale Uni- 
versity in chemistry and metal finishing. 

From 1940 to 1944, Mr. Beloin was em- 
ployed as a control chemist at the Water- 
bury Buckle Co., Waterbury, Conn., 
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and, since 1944 to date, he has been g 
control chemist and plating supervigor 
at the Union Hardware Co., Trenton, 
Conn. Newly completed laboratory and 
testing facilities have been erected at 
the company’s plant for service and ap. 
alytical work in connection with Mac. 
Dermid products and also for contro} 
work in the field. 





Pennsalt Names West Coast 
Sales Manager 


T. E. Moffitt has been named sales 
manager of the Pennsylvania Salt Manu- 
facturing Company of Washington. Mr. 
Moffitt, will be in charge of all heavy 
chemical sales activities in the Tacoma, 
Washington and _ Portland, Oregon 
plants. His headquarters will be at Ta- 
coma. 

Mr. Moffitt, a graduate of Hill School, 
Pottstown, Pa., and Cornell University, 
where he majored in chemistry, moved 
to Seattle, Washington in 1923 after 
serving in naval aviation during World 
War I. Before joining Pennsalt, Mr. 
Moffitt was western sales manager for 
the Hooker Electrochemical Company at 
Tacoma and was recently engaged in 
special sales development for the Weyer- 
haeuser Timber Co., Longview, Wash. 





International Nickel Opens 
Empire State Technical 
Section 


The International Nickel Company, 
Inc., announces the opening of the Em- 
pire State Technical Section of its De- 
velopment and Research Division as of 
April 1. It is located in the Genesee 
Valley Trust Building, Exchange and 
Broad Sts., Rochester 4, N. Y., and will 
furnish technical information and as- 
sistance to industry in the state of New 
York excluding New York City, the Al- 
bany area, and the Hudson River Valley. 

Gilbert L. Cox, metallurgical and 
chemical engineer, is in charge. He has 
been associated with International 
Nickel since 1931, serving in various Cca- 
pacities in its Development and Research 
Division. At one time, he specialized in 
corrosion engineering, particularly in re- 
gard to the applications of high nickel 
alloys, nickel alloy steels, and cast 
irons. 
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Du Pont Names Manager 


Arnold E. Pitcher, general manager of 
the Du Pont Plastics Department, an- 
nounces the appointment of Floyd D. 
Dean as works manager of the new 
Washington, West Virginia plastics 
plant, a 400-acre unit on which con- 
struction is scheduled to begin this 
spring. The appointment of Royal C. 
Bundy as works engineer and Leo A. 
Louney as chief clerk is also announced. 

Mr. Dean assumes his new duties after 
serving as works manager of the ‘‘Lu- 
cite’ acrylic resin sheeting plant which 
the company operated at Leominster, 
Massachusetts, during the war. Previ- 
ously, he had been superintendent of 
Lucite sheeting operations at the Ar- 
lington, New Jersey plant of the com- 


Changes in Sales Staff 


A number of sales territorial changes 
and appointments have been announced 
by L. L. Andrus, vice president in charge 
of sales for the American Foundry 
Equipment Co., 555 S. Byrkit St., Mish- 
awaka, Indiana. 

David G. Taylor has been named sales 
representative for a newly created terri- 
tory covering the San Francisco Bay 
area, with headquarters in San Fran- 
cisco. For the past 12 years, Mr. Taylor 
was associated with sales engineering at 
the home office. Prior to that, he was 
associated with the sales force of the 
Gates Rubber Company, the engineering 
division of the Link-Belt Company in 
San Francisco, and the engineering de- 
partments of several other western and 
southwestern companies. 

John Getzen has joined H. G. Mouat, 
district sales representative in the Bir- 
mingham area. Mr. Getzen, a graduate 
mechanical and electrical engineer of 
Georgia Tech, spent 7 years in the 
United States Army, finishing his service 
with the rank of colonel. Prior to enter- 
ing the service, he was assistant to the 
president of the Stockhan Pipe Fittings 
Company with whom he had been associ- 
ated for 16 years. 

Troy T. Alverson will be sales repre- 
sentative in the newly created Baltimore 
sales office. His wide industrial experi- 
ence includes the holding of such posi- 
tions as general superintendent of the 
Crane Company’s Chattanooga Plant, 
general manager of the Maryland Sani- 
tary Manufacturing Company, manager 
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of a Navy shell plant, and assistant to 
the factory superintendent of the Glenn 
L. Martin Company in Baltimore. 

David E. Neustadt is the new district 
representative for the Los Angeles area. 
He comes to American Foundry Equip- 
ment Company from the Egry Register 
Company, where he held the position of 
Philadelphia branch manager. 

John Nixon will have charge of the 
American Foundry Equipment Company 
sales office in Atlanta, Georgia. He has 
recently been separated from the U. S. 
Navy where he served as a lieutenant 
commander. Mr. Nixon received his de- 
gree in civil engineering from Georgia 
Tech. 





Advanced by Detrex Corporation 


L. C. Kroes has been appointed man- 
ager of central regional sales according 
to an announcement made by A. O. Thal- 
acker, vice president and zZgeneral man- 
ager of the Detrex Corp., Detroit, Mich., 


L. C. Kroes 


manufacturer of solvent degreasing 
equipment and chemicals, metal parts 
washers, Triad cleaners, and dry clean- 
ing equipment. 

Mr. Kroes has been with the Detrex 
Corporation since 1937, serving as a rep- 
resentative in the eastern region for 3 
years when he returned to manage the 
Michigan division in 1942. Mr. Kroes is 
a graduate of the University of Michi- 
gan and is a member of the American 
Electroplaters’ Society. His headquar- 
ters will be in Detroit. 
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Detrex Model 500-C-1 Vapor 


Degreaser 


A two-dip immersion vapor degreaser 
especially designed for the cleaning of 
small basketed parts is announced by the 
Detrex Corp., Detroit 27, Mich. Desig- 
nated as the Model 500-C-1, the convey- 
orized machine permits a choice of any 
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one of several cleaning cycles. 

The type and degree of soil contamina- 
tion is the deciding factor in the selec- 
tion of the appropriate method of clean- 
ing. The first choice is an immersion- 
vapor cycle. Work being cleaned is 
dipped in hot solvent in the first chamber 
and is then moved through vapor in the 
second chamber. 

A second selection is a vapor-immer- 
sion-vapor cycle. Here, the 
solvent level is held low in 
the first chamber, allowing 
the accumulation of oils and 
grease as in a one-dip con- 
centrator. The conveyor 
moves through hot solvent 
in the second chamber and 
then through solvent vapors 
in the final phase. 

The boil-rinse-vapor cycle 
cleans the work in solvent at 
a boil temperature, at a 
rinse temperature, and in 
the vapor. Some contami- 
nants can be removed in 
vapor alone. These various 
phases can be recombined 
to form new cycles for spe- 
cial degreasing jobs. 


Detrex Model 500-C-1 Vapor 
egreaser 
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Illustration depicting application of 
Turco Hydro Steam Cleaning Unit 


The 500-C-1 is fabricated 
from 10 gauge steel plate rein- 
forced with structural steel of 
all-welded construction. A 
water jacket condenser, tested 
for a working pressure of 400 
lb. per square inch, completely 
circles the machine. Beneath 
the condenser is a clean solvent 
collecting trough which carries 
the reclaimed solvent through 
a water separator to either the 
storage tank or the _ second 
chamber. 

Work to be cleaned is ioaded at one 
end of the degreaser, carried through 
the cleaning cycle, and returned through 
the upper hood to the same end of the 
machine for unloading. The conveyor 
system is complete with the necessary 
sprockets, shafts, take-up device, speed 
reducers, and vari-speed drive. All of 
the sprockets below the vapor line are 
zinc plated as are all of the crossrods 
and all of the conveyor chain. 

The Detrex Model 500-C€-1 Vapor De- 
greaser is available in sizes having hour- 
ly work load capacities of from 2,000 to 
4,000 lb. and incorporating 8 different 
sizes of baskets ranging in dimensions 
of from 8 x 18 x 6 inches to 18 x 36 x 12 
inches. Up to 180 baskets of parts can 
be cleaned each hour, and the degreaser 
is available with either zinc-spray coat- 
ed or with alloy-steel clad interior sur- 
faces. 


Turco Hydro Steam Cleaning 
Unit 

Weighing only 28 lb., thereby making 
it readily portable, the Turco Hydro 
Steam Cleaning Unit now being offered 
by Turco Products, Inc., 6135 S. Central 
Ave., Los Angeles 1, Calif., can be 
quickly connected to any steam line with 
a %-inch valve outlet and maintaining 80 
to 150 lb. pressure. 

Three manual controls are used to 
vary the temperature, quantity of solu- 
tion, and nozzle pressure to suit the 
needs of the job at hand. The unit can 
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be adjusted to deliver a high tempera- 
ture, penetrating spray or a moderately 


warm spray. A wide variety of Turco 
specialized cleaning compounds can be 
used with the unit for cleaning work 
ranging from delicate aluminum sur- 
faces to heavy construction equipment 
caked with grease and dirt. 


**Metalcote”’ 


Available in three compositions, each 
formulated to serve a special function, 
a synthetic resin coating to be known 
as ‘‘Metalcote’’ is now being marketed 
by the American Resinous Chemical 
Corp., 103 Foster St., Peabody, Mass. If 
properly applied, the coating.is said to 
be highly resistant to many corrosive 
chemicals, foods and beverages, and 
many organic solvents. 

Metalcote is ‘described as tough, dur- 
able, easy to apply, and easy to repair 
and can be formulated in practically any 
desired color. The product can be used 
as a protective coating for reaction tanks 
in the chemical industry, as well as a 
coating for ducts, exhaust hoods, fans, 
structural members, and so on, where 
corrosive vapors are present. Moreover, 
it can be employed as an interior coat- 
ing for caustic bearing metal containers, 
plating tanks, gasoline tank cars, for- 
maldehyde tank cars, and all types of 
piping. 

Metalcote may be applied by the brush, 
spray, or dip method. Metal surfaces to 
which the coating is to be applied should 
be thoroughly clean. 
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Optimus Continuous 
Type Metal Washing 
Machine 


Optimus 
Continuous 
Type 
Metal 
Washing 
Machine 


The Optimus Equipment Co., 133 
Church St., Matawan, N. J., is now in- 
troducing a continuous type washing 
machine for handling large numbers of 
metal parts on racks prior to plating, 
painting, or similar processing. The ma- 
chine, it is claimed, can be used with 
any type of parts provided they are free 
draining. 

The unit can be utilized as a single 
stage washer, or it can be arranged to 
subject parts to a number of successive 
cleaning operations—alkaline, acid, or 
neutral. With slight alterations, the ma- 
chine can be used in performing a series 
of different operations, such as washing, 
rinsing, drying, pickling, cyanide treat- 
ing, and so on. If an acid solution is 
used, the machine is furnished built of 
acidproof material. 


The principal use for the Optimus Con- 
tinuous Type Metal Washing Machine is 
for the removing of buffing compositions 
from metal parts prior to plating. The 








machine functions completely closed and 
may be connected to an exhaust blower 
so that fumes, unpleasant odors, or ex- 
cessive heat is eliminated. It can be 
heated by steam, gas, or electricity. A 
number of manifolds with spraying noz- 
zles are mounted on all sides of the 
washing chamber. The solution circulat- 
ing system includes a pump, piping, 
series of filters and strainers for filter- 
ing the solution before it is handled by 
the pump, and all necessary heating de- 
vices and accessories. The conveyor is 
an overhead chain type winding around 
two end sprockets driven by a motor 
and speed reducer with variable speed 
pulley. 

The Optimus Continuous Type Metal 
Washing Machine is supplied ready to 
use and may include an electric panel 
with all necessary switches and an ex- 
haust blower. Side insulation may be 
provided for the comfort of operators. 
Thermostatic control is available for any 
type of heating. 





WeKeon’s Liquid Sulphur? 


Has long life in solution. 





e Is ‘‘THE OXIDIZING AGENT OF TODAY”’ 
(for producing black finish on copper and silver). 


e Is simple and easy to use: fool-proof in operation. 
@ Does not deteriorate in stock. 
° 
* 


Gives chemical control of your oxidizing solution. 
Order on approval. 


SULPHUR PRODUCTS CO., Greensburg 5, Pa. 


(See you—AES Convention—Pittsburgh—ZJune 17, 20) 
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ALSOP "Sealed Disc” FILTERS 


for your electroplating work 


THESE TYPICAL APPLICATIONS MAY SUGGEST WHERE YOU, TOO, 
CAN USE THE “SEALED-DISC” FILTER FOR THE SAME POSITIVE, 
TROUBLE-FREE PLATING. 





A LEADING SILVERSMITH 


Uses this 3000 gals. per hour capacity fil- 
ter for continuously filtering large tanks and 
for quick filtering on a number of small 
tanks. Note how pump and motor are com- 
pletely enclosed to prevent acid from spilling 
on machine. Here the sealed feature, elim- 
inating loss through leakage or dripping is 
a deciding factor. 


A HARDWARE MANUFACTURER 


Efficiently keeps an automatic plating tank 
clean with this 600 gals. per hour filter. Sev- 
eral of these filters can be used on different 
stages or solutions including the cleaner for 
certain types of work. This filter is complete 
as shown, no extra equipment such as mixing 
tanks are required because no filter aids are 
necessary. 


A MANUFACTURER OF 
ELECTRICAL DEVICES 


Here a 300 gals. per hour filter complete 
with electric pump requires only 9” x 20” of 
floor space. It is especially adaptable for 
keeping solutions clear in this barrel plating 
process. The exceptionally small space re- 
quirement coupled with the amazingly high 
capacity and filtering speed is a distinct ad- 
vantage in producing more perfectly finished 
work in less time. 


THE “Sealed-Disc’’ FILTER 


The “Sealed-Disc’ Filters offer A 

these features and many more. You Vs 
can have the same positive, trou- ENGINEERING Gy CORPORATION 
ble-free plating. Just write us for 
details; there’s no obligation. Kilters- Filter Dises ¢ Sheets-Mixers -Agitators 
104 KEEN STREET MILLDALE, CONNECTICUT 
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Cooper Electrically Heated 
Oxidizing Tank 

The D. C. Cooper Co., 1467 S. Michigan 
Ave., Chicago 5, Ill., announces the de- 
velopment of an electrically heated ox- 
idizing tank which is equipped with a 
thermostat control and thermometer for 
accurate temperature. The tank is con- 
structed of heavy gauge steel and has 
heating elements located on two sides 
and the bottom for low or high tempera- 
ture range. -Each set of heaters has 
an individual switch with a pilot light, 
and any one set of heaters can be turn- 
ed on without using the others. 

The Cooper Electrically Heated Oxidiz- 
ing Tank is specially designed for heat- 
ing D. C. Oxidizing Compound, a product 
for producing a deep uniform blue-black 
finish on steel parts which, it is claimed, 
will not peel, rub off, crack, or chip. 
In addition, the finish is said to be rust 
resistant and to increase the life and 
appearance of automobile and aircraft 
parts, metal-cutting tools, machine parts, 
saws, bearings, screws, bolts, nuts, 
springs, guns, gears, piston rings, rails, 
hammers, axles, vises, radio parts, and 
many other steel items. According to 
the manufacturer, a single bath produces 





Clean Spray Booths 





Spray BOOTHCOTE on clean booth. 
Paint peels off in sheets. 

NO SCRAPING—SAVE TIME and LABOR 
Trial offer 5 gal. $5.50 F.O.B. Buffalo 
Used by 2000 leading manufacturers. 
MONEY BACK IF NOT PLEASED. 

Write for Circular. 
HYGRADE FOOD PRODUCTS CORP. 
HARRIS SOAP—BOOTHCOTE DIV. 
19 Stetson St., Buffalo 6, N. Y. 
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Cooper Electrically Heated Oxdizing Tank 


a rich black surface within 5 to 15 min- 
utes without changing the dimensions of 
the workpieces. 





*Minit Kote”’ 


“Minit Kote,’’ a phosphoric acid emul- 
sion having high detergency properties 
which is claimed to effectively prepare 
metal surfaces for painting in one opera- 
tion, is now being manufactured by the 
Klem Chemical Works, 14401 Lanson 
Ave., Dearborn, Mich. The product may 
be used in a one-stage washer at a 2 per 
cent volume concentration and at a tem- 
perature of from 160 to 180 deg. F. It 
is said to effectively remove the usual 
soil on iron and steel parts and to also 
remove light rust or tarnish, leaving 
parts with a light uniform phosphate 
coating which provides an excellent base 
for firm adhesion of paint, enamel, or 
other organic finishes, the manufacturer 
states. 

Minit Kote may be used as a rinse after 
the usual alkaline cleaning operation, in 
which case a 1 per cent volume concen- 
tration is recommended. It may also be 
used in a steam gun or steam cleaning 
operation. While acidic in nature, Minit 
Kote does not require special equipment 
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Interlocking Grains 
Answer to the Loose Nickel Nuisance 


LOOSE nickel in high acid or low pH baths 
results from intercrystalline corrosion, which 
isolates the grains before they can dissolve. 
This is practically eliminated by the spoke- 
like grain of “Seycast’” 99%+ Pure Cast 
Nickel Anodes. 

The long, narrow grains extend to a common 
center, (see above). As acid can penetrate 
but a short distance, the grains tend to re- 
main firmly in place during entire corrosion 
process. 

The envelope formed during corrosion is soft, 
the sludge per pound of anode extremely 
small, and the particle size too large to pene- 
trate the bag. This assures protection against 
rough plate in high current density baths. 
Full details on request. 


SEYMOUR 


“Seycast” 
NICKEL ANODES 


e 

3 

. The Seymour Mfg. Co., Seymour, Conn. NON-FERROUS 

t . = ALLOYS Since 1878 
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Crystalab Ultra-Sonorator 
e 


and may be safely used in pres- 
ent washers, it is claimed. More- 
over, the product does not pre- 
cipitate hard water salts and 
may be used with any type of 
water. 





Crystalab Ultra- 


Sonorator 


The Crystalab Ultra-Sonora- 
tor, a laboratory instrument 
which makes available ultra- 
sonic energy for scientific re- 
search, is announced by the 
Fisher Scientific Co., 717 Forbes 
St., Pittsburgh 19, Pa. About 
the size of a good-sized radio, 
the instrument is constructed for opera- 
tion on any 110-volt, 50 to 60-cycle line 
and is said to produce over 500 watts 
of high frequency energy. The larger 
unit of the two which comprise the in- 
strument contains the electronic equip- 





ALLWOOD 


“Vienna Brand" Lime 


Made from Limestone that is identical in chemical 
analysis and geological structure with European 
Imported Lime. Tests show a ‘‘lime cake’’ made 
from Allwood ‘'Vienna Brand'’ Lime equals the 
finish made from imported lime. 


WRITE FOR FULL PARTICULARS 
ALLWOOD LIME COMPANY 


Manitowoc ° Wisconsin 














ment required for generating high fre- 
quency power which is delivered by cable 
to the second unit. 

As in modern radio broadcasting, high- 
ly accurate ground quartz crystals con- 
trol the frequency of the oscillations pro- 
duced. Four frequencies are possible 
with the instrument—100, 400, 700, and 
1,000 kilocycles per second. Any other 
specific frequency in this range may be 
obtained by the use of additional cry- 
stals. The radio frequency energy is 
transmitted through a special cable to 
the smaller unit of the instrument, which 
comprises a glass bath with a matching 
crystal mounted on the inside bottom. 
Four such baths are supplied to match 
the choice of frequencies. 

In practice, the bath is filled with a 
heavy oil and the ultrasonic energy is 
transmitted from the crystal, through 
the oil, to the experimental material im- 
mersed in the bath. 











SPEED WAX DIPPING and RUST PROOFING with 
COOPER’S ELECTRICALLY HEATED TANK 


Thermostatically Controlled © Immediate Delivery 
Cooper's Electrically Heated Tanks are designed for heating wax and rust pre- 


ventives safely and accurately, without discoloring or scorching. Stock sizes, 
34, 5, 12%, 30, 60, 90, 175, 300 gallon capacity. Larger sizes on request. 


DISTRIBUTORS WANTED: OTHER COOPER PRODUCTS AND EQUIPMENT: 
Electric, Gas cnd Steam Fired Metal Cleaning Tanks, Cold Dip Tanks, Metal 
Parts Washers, Vapor Degreasers, Steam Cleaning Equipment, Mico-Crystalline 
Dipping Wax, Rust Preventives, Rust Removers, Silica Gel, Wire Baskets. 


D. C. COOPER CO., 1467 S. Michigan Ave., Chicago 16, Ill., Harrison 8047 
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No. 342 
OVERHUNG 
BUFFER 


Good Bye Tradition! 


This completely streamlined buffer is an abrupt split with tradi- 
tion! Here is a design keyed to an era just beginning, of atomic 
energy, jet propulsion, radar and other powerful, fast-moving 
evolutions. It is a marvel of performance, capable of an output 
far beyond that of any prewar buffers. A machine of many re- 
finements, a few of which are — 


Overhung Spindles, for extra foot and bench room, 


Hand Brake in front, in easy reach of operator, shuts 
off motor and locks spindle, 


Motor located in base, 

Ball Bearing Quills, 

Labyrinth Dust Seals, 
Streamlined, easy to keep clean. 


Complete technical information is available on request. 





THE BRIDGEPORT SAFETY EMERY WHEEL CO., INC., BRIDGEPORT, CONN., U. S. A. 














} 






‘ 
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Randolph “15” Carbon Dioxide 


Fire Extinguisher 


Useful in combating sudden flam- 
mable liquid and electrical blazes, a 
trigger-touch 15-lb. carbon dioxide fire 
extinguisher that can be readily carried 





Randolph ‘'15’’ Carbon Dioxide Fire 
Extinguisher 


and operated with an uninterrupted sin- 
gle-sweep action, to be known as the 
Randolph ‘‘15,’’ is announced by Ran- 
dolph Laboratories, Inc., 8 E. Kinzie St., 
Chicago 11, Ill. The design of the ex- 
tinguisher includes an arched-steel han- 
dle which enables the operator to remove 
the extinguisher from its bracket and 
carry it by.only one hand, with the other 
hand free to remove obstacles and open 
doors while en route to the scene of the 
fire. 


On approaching the fire, the operator 
grasps the nozzle handle with his free 
hand and aims it at the base of the 
flames. <A single touch of the thumb- 
trigger of the extinguisher provides for 
the discharge of a penetrating, snowy 
blanket of carbon dioxide gas. Release 
of the trigger automatically stops the 
flow of carbon dioxide gas. The long- 
range hose and nozzle of the unit enable 
the fire fighter to remain at a safe dis- 
tance from the heat of the blaze and also 
permit easy access to overhead, side- 
wall, or engine compartment fires. Truck 
and wall brackets are provided for both 
vehicle and factory installations of the 
extinguisher. 


**Kaykote”’ 


Known as ‘‘Kaykote,’”’ a low-tempera- 
ture ceramic coating for protection 
against corrosion is announced by the 
Kraus Research Laboratories, Sparks, 
Md. Possessing unusual hardness and 
resistance to abrasion, the coating is 
said to be acid and alkali-proof. Its rust 
inhibitive quality is described as excel- 
lent. If scored with a sharp instrument 
to expose the raw metal, rust will not 
undermine the coating, it is claimed. 

According to the manufacturer, Kay- 
kote presents an ideal foundation for 
shellac, varnish, or paint and its adher- 
ence to ferrous metal is such that it with- 
stands a high thermal shock. To afford 
the proper protection, only a very thin 
coat of the material is said to be neces- 
sary, the coating usually ranging from 
0.0065 to 0.0013 inch in thickness. Kay- 


kote may be applied by the spray or dip 
method, however, surfaces to which the 
material is to be applied should be free 
of all foreign matter, particularly oil and 
grease. If the metal is slightly corroded, 
it should be immersed in an acid and 
neutral bath to remove the rust. 













and rust in storage or transit. 


quantity. Send for samples. 





What do you do for PROTECTION? 


Your finely machined parts, ends, exposed openings, 
threads, etc., deserve efficient safeguards from dirt, grit, 


PRECISION Dust Caps & Thread Protectors 


Designed for the job! Any shape, regular or irregular. 
Strong spirally wound, acid free. Prompt delivery, any 


Manufacturers of dielectric paper tubes and bobbins. 


PRECISION PAPER TUBE CO. 


2053 WEST CHARLESTON STREET + CHICAGO 47, ILLINOIS 
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Despatch Drawer Type Oven 


A drawer type oven designed espécially 
for use in processing paint brushes has 
been developed by the Despatch Oven 
Co., 619 S. E. 8th St., Minneapolis 14, 
Minn. The oven has five drawers, each 
measuring 4 feet wide x 6 feet long x 
8 feet high, thus providing sufficient 
loading capacity for approximately 1,800 
lb. of paint brushes per charge. An over- 
head loading mechanism makes it pos- 
sible to withdraw one or more drawers 
at one time for loading or unloading. 

The oven has a temperature range of 
from 125 to 350 deg. F. An automatic 
temperature control instrument provides 
for easy, automatic regulation of the 
oven at any temperature desired, and a 
Partlow recording instrument provides 
a constant record of the operation of the 
oven equipment. In addition, the oven is 
equipped with a safety system that auto- 
matically shuts down the unit in the 
event of gas, power, or fan failure. Also 
included is a special high limit cut-out 
thermostat which automatically shuts 
off the system if the temperature exceeds 
the desired setting by more than 10 de- 
grees. Moreover, a special time clock ar- 
rangement is provided so that the oven 
may be shut off at any predetermined 
time, thus enabling the equipment to be 
operated at night without the care of an 
attendant. 
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Despatch Drawer Type Oven being 
used in processing paint brushes 


The Despatch Drawer Type 
Oven is available in 48 standard 
models, gas or electrically heat- 
ed, to meet all production re- 
quirements. The oven illustrat- 
ed herewith is equipped with a 
direct gas-fired heater which is 
mounted on top of the unit to 
conserve floor space. The 
heater has a rating of 150,- 
000 B.T.U. per hour and is of 
the atmospheric type with pat- 
ented ‘‘Controlled Combustion” 
feature which is said to assure 
high operating efficiency under 
all conditions. The oven is also 
equipped with a high capacity 
forced exhaust system which 
removes fumes from the oven 
to the exterior of the building. 
The walls of the oven are insu- 
lated with heavy 4-inch Rock- 
wool so as to reduce heat losses to a 
minimum and eliminate any excessive 
heating of the oven room. 





Miccrotex Air-Dry Rack Coating 


An air-dry rack coating that is said to 
effectively meet the requirements of all 
plating, anodizing, Tannerizing, Parker- 
izing, and SBonderizing cycles, to be 
known as Miccrotex, is announced by the 
Michigan Chrome and Chemical Co., 6340 
E. Jefferson Ave., Detroit 7, Mich. Hav- 
ing essentially the same ingredients and 
insulating qualities as the company’s 
Miccrotape and Miccrotube plating insu- 
lation materials, Miccrotex is described 
as tough, resilient, and flexible and is 
said to attain maximum adhesion with- 
out depending upon shrinkage. 

A black material with a high luster, 
Miccrotex Air-Dry Rack Coating is said 
to be unaffected by any solution com- 
monly used in plating and anodizing cy- 
cles, including the electrolytic sulfuric 
acid strip used to dissolve bright nickel, 
and alkaline cleaners at boiling tempera- 
tures. The material is also claimed to 
be very effective in minimizing dragout 
and may be easily and economically ap- 
plied by the dip, brush, or spray method, 
depending upon the construction of the 
rack. 
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Iridite Bright 


Tridite Bright, a chemical treatment 
that produces a mirror-bright, transpar- 
ent, chromate film on zinc or cadmium 
plated parts, has been added to the line 
of Iridite finishes manufactured by 
Rheem Research Products, Inc., 1409 
Standard Oil Bldg., Baltimore 2, Md., 
According to the manufacturer, Iridite 
Bright forms a corrosion-resistant fin- 
ish on the surface of the metal that 
greatly reduces fingermarking and will 
not fade or tarnish. 

No electric current is used for the proc- 
ess. Parts being treated are immersed 
in the Iridite Bright solution for only 
5 seconds, followed by the usual rinsing 
and drying. A low-concentration caustic 
rinse is sometimes used following the 
rinse after Iridite Bright to yield an even 
more brilliant finish. 

Laboratory prepared test panels of 
Iridite Bright over zinc plate showed no 
signs of white corrosion after 100 hours 
of exposure to salt spray under U. S. Bu- 
reau of Standards’ specifications, the 
manufacturer states. Other tests, it is 
claimed, have shown that Iridite Bright 
offers no resistance to soldering when 
applied over cadmium plate. 





*Resoweld” Protective Paint 


Known as ‘‘Resoweld,’’ a plastic paint 
for the protection of tanks, ceilings, 
beams, and other surfaces exposed to 
corrosive attack has been developed by 
The Goodyear Tire & Rubber Co., 1144 
E. Market St., Akron, Ohio. According 
to the manufacturer, the paint features 
unusual resistance to acids, alkalies, 
and salt solutions and is insoluble in ali- 
phatic solvents (gasoline, naphtha), 
water, and alcohol. In addition, the 


paint is claimed to prevent destruction 
of metal caused by electrolytic action in 
oil storage tanks. 

Resoweld Protective Paint may be ap- 
plied by spraying, brushing, or dipping 
and can be satisfactorily bonded to 
metal, concrete, and wood. Maximum 
efficiency in combating corrosion, as well 
as maximum adhesion, is attained by 
baking the films. According to Good- 
year engineers, Resoweld will not frac- 
ture at freezing temperatures and is un- 
affected by average atmospheric condi- 
tions. 





When you think of 


TUMBLING BARRELS 





All Sizes and Styles 
For early deliveries contact 


H. M. KENYON & CO. 


11 So. Clinton St. 
Chicago 6, Illinois 











PRODUCTION 


wood, etc. Write for further details. 





HIGH SPEED CENTERLESS FEED 
TYPE A POLISHING MACHINE 


A better finish at a lower cost and unskilled labor is one of the 
outstanding features offered by the PRODUCTION POLISHING 
MACHINES. Small articles in cylindrical forms may be fed auto- 
matically without centering, chucking or holding by using hopper 
fixtures. Has an unlimited range of work on metals, fiber, rubber, 


PRODUCTION MACHINE CO. 


e GREENFIELD, MASS. 
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Miskella Super-Heat 
Infra-Red Units 


According to The Miskella Infra-Red 
Co., E. 73rd and Grand Aves., Cleveland 
4, Ohio, insulated ovens may be con- 
structed using Miskella Super-Heat 
Lamped or Unlamped Units or combina- 
tions of both. Both are standardized 
upon a width of 10% inches and a depth 
of 8 inches. The length depends upon 
the number of lamps. Both types ot 
units are interchangeable, and unlamped 
units may be converted into lamped units 
at any time with standard parts. Both 
lamped and unlamped units are equipped 
with adjustable focus springs for deli- 
cate adjustments of lamp filaments when 
needed. 

Semi-gloss white porcelain enamel is 
the standard finish for the faces of both 
Super-Heat Lamped and Unlamped 
Units, thus eliminating corrosion prob- 
lems and providing for easy cleaning. 
With the units, temperatures up to 600 
deg. F. can be obtained. If desired, the 
units can be furnished with lamps lo- 
cated at an angle of 90 degrees. 

When built into infra-red ovens, the 





HARRISON & CO. 


HAVE RHILL,MASS. 
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Miskella Super-Heat Infra-Red Unit 


faces of the Super-Heat Units become a 
continuous insulated-reflective interior 
wall, while the backs automatically and 
simultaneously become a continuous wall 
of single sheet steel, painted gray. The 
units may be suspended horizontally, 
used singly, side by side, end to end, or 
in any angular arrangement. Predrilled 
holes provided in the standard unit per- 
mit any desired setup in a minimum 
length of time. 

Miskella Super-Heat Units are fur- 
nished in five standard sizes of 1, 2, 4, 8, 
and 12 lamps and in two circular sizes. 
The wiring for maintenance and service 
is readily reached through the easy re- 
moval of back covers. In the lamped 
unit, holes for lamps are accurately 
punched diagonally so as to provide for 
maximum distribution of the heat rays. 
In the unlamped unit, no holes for lamps 
are punched in the porcelain face panel, 
however, both lamped and unlamped 
units are readily interchangeable in the 
event of a rearrangement of the oven. 





*Tri-Core” Solder 


A solder having three independently 
filled cores of pure rosin flux, to be 
known as ‘‘Tri-Core,’’ is now being mar- 
keted by the Solder Development Divi- 
sion, Alpha Metals, Inc., 369 Hudson 
Ave., Brooklyn 1, N. Y. According to 
the manufacturer, a continuous supply 
of high grade non-corrosive rosin flux is 
always present in the solder since the 
three cores are completely independent 


May, 1946 




















MICROSCOPIC FILTRATION 


SPARKLER. 
HORIZONTAL PLATE MMETHOD 









The superfine, sharp filtration obtained 
from the Sparkler Filter has made it the 
logical choice of many of the country’s 
largest platers. Sparklers set the standard 
in removing the most minute abrasive par- 
ticles, grit, haze and turbidity, and giving 
electroplating solutions a brilliant polish. 


RUBBER LINED CONSTRUCTION. 
Low operating cost—no leakage or messy 
pans to empty — simple to clean — faster 
flow rates — longer cycles. Many sizes — 
capacities 50 ro 10,000 G.P.H. 

Write for any special information. 

SPARKLER ANKE 
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“ When it’s production deburring 

d and tumbling. 

y No matter how tough your jobs are — 

s, Howard Equipment can do the work. 

8 This new Mill, for example, does produc- 

1, tion deburring of fragile parts WITHOUT 

d NICKING! They said it couldn't be done 

” —but HOWARD DOES IT. Send sample 
parts for free processing and analysis. 
Write for New 48-Page Catalog 

MACHINERY FOR PICKLING @ TUMBLING @ 

ly DEBURRING ® WASHING @ QUENCHING @ 

e DRYING @ BURNISHING 

[- 

i- 

n — i q | HOWARD ENGINEERING 

°. ew Howa ing, : 

“ pias aspera Tumbling Mill for = & MANUFACTURING co. 

: r t i i 1S; 

8 of fragile parts without nicking! [aN 2237 BUCK STREET 

- With tee media separating CINCINNATI 14, OHIO 

eature. 
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“Tri-Core’’ Solder 


of each other, as illustrated herewith. 
The arrangement of the three cores 
is such as to place them very close 
to the surface, thus, not only enabling 
the solder to melt quickly, but also al- 





Inexpensive, light in weight. 
Easy to install and operate. 





King White-Oak 
Plating Barrel 


becomes a sub-anode, thereby producing 
a cleaner, brighter plate. 


Less plating 
time is required to put on the desired 
thickness of plate. 


Send for catalogue and 
specification sheets. 








48 SPRINGFIELD ST. 
DAYTON 3, OHIO 





JOHN KIN 


lowing the heat to penetrate to the flux 
rapidly and thereby permit it to flow 
freely and reach the work ahead of the 
molten solder. Careful cross-sectional 
proportioning and the absence of surface 
seams prevent premature sweating out 
of the flux, thus making the solder clean 
to handle at all times, the manufacturer 
claims. 

Said to exceed A.S.T.M. Class A speci- 
fications, Tri-Core Solder is available 
in all alloys, flux percentages, and 
gauges. 


DC Antifoam A 


DC Antifoam A, a silicone compound 
developed especially for use against foam 
in aqueous solutions and emulsions, is 
announced by the Dow Corning Corp., 
Midland, Mich. According to the manu- 
facturer, the product eliminates or re- 
duces the foaming of various aqeous so- 
lutions even when they are subjected to 
steam distillation or vacuum concentra- 
tion, and is effective in very low concen- 
trations, ranging from a maximum of 1 
part per 10,000 against strong foamers 
to 1 part in a million against weak 
foamers. 

DC Antifoam A is described as a vis- 
cous compound which is translucent, 
colorless, and tasteless. It is said to be 
chemically inert, nonvolatile, and to 
have a slight but not unpleasant odor. 
DC Antifoam A is insoluble in water or 
alcohol but is dispersable in such solv- 
ents as benzene, carbon tetrachloride, 
toluene, and V.M. and P. naphtha. In 
many cases, it can be used as supplied, 
and, in other cases, can be thinned with 
one of the above solvents. Emulsions 
can be prepared if necessary. 

Tests have shown that the tendency 
of some emulsion type paints to bubble 
on spreading can be minimized by the 
addition of 5 parts per 10,000 based on the 
paint solids involved, the manufacturer 
states. DC Antifoam A is also said to 
be an effective inhibitor of foaming in 
the manufacture of varnishes. The prod- 
duct is available in 1, 10, and 50-lb. cans. 





For a real good polishing job use 


KEYSTONE EMERY 


TURKISH — NAXOS — AMERICAN 
Write for Sample 


KEYSTONE EMERY MILLS 





4316 Paul St., Phila., Pa. 
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Banox Process 


Calgon, Inc., Pittsburgh, Pa., an- 
nounces a rustproofing process for steel 
and galvanized steel, to be known as 
the Banox. Metal subjected to the proc- 
ess is not only said to be protected dur- 
ing the manufacturing stages but also 
provided with an ideal base for the firm 
bonding of paints. 

The basis of this chemical process is 
a flexible, glassy metal phosphate coat- 
ing so plastic that it will bend with the 
steel or permit die stamping without 
harm to the coating. The coating, which 
has a thickness of from 5 to 15 millionths 
of an inch, may be applied by the spray, 
immersion, or brush method. 

The Banox Process is claimed to be 
particularly useful in the finishing of 
automobiles, refrigerators, gas and elec- 
tric appliances, deep-freezing units, 
stokers, household appliances, and other 
metal articles. Considerakle latitude in 


the coating time may be obtained by al- 
tering the working concentration. The 
process is employed at normal tempera- 
ture and requires no heat. 


PHILLIPS 
VAPOR DEGREASERS 


give you 

68% greater flushing action. 
662/,% less evaporation loss. 
Reclaims solvent while work- 
ing ... No shutdowns. 
Plug in and start work ... No 
installation. 
/ Safest cleaning . . . Lowest 

toxicity. 


Using 4 
PHILLSOLV... 

The Safe, High 
Efficiency, 
Premium vapor 
degreasing 
solvent. 


<~ “<< 


<a 





Manufacturers of a Complete Line of Metal Cleaning Machinery 








The treatment of steel by the Banox 
Process is said to accomplish four pur- 
poses: (1) prevent rusting between clean- 
ing and painting; (2) ensure a grease- 
free and alkali-free surface, providing 
for maximum adherence and flexibility 
of organic finishes; (3) greatly increase 
the durability of the finish as measured 
by outdoor exposure, salt-spray, ‘‘sweat- 
box’”’ humidity, and water immersion 
tests; and (4) prevent spreading of rust 
from unprotected edges, scratches, and 
other areas where the base metal is ex- 
posed. 

The process is described as a simple, 
effective, and economical method for pro- 
ducing a protective phosphate coating on 
steel, zinc, and other metals and alloys. 
The chemical control of the process is 
easily effected since the treating solu- 
tion may be replenished by the addition 
of more compound or may be economic- 
ally renewed. In large applications, as 
in the primary production of treated 
steel, the process may be controlled by 
a simple, rapid chemical test or by a 
check of the coating weight. 










Ask About 
Phillips Free 
Distributors Lifetime Service 
in Principal Cities Policy 


ae 


PHILLIPS MANUFACTURING CO. 


3441 W. TOUHY AVE. 


CHICAGO 45, ILL. 
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Presto” Work Holding 
Spinner 

Round, cylindrical, and flat circular 
pieces, both large and small, are said to 
be polished quickly and uniformly with 
the aid of the ‘‘Presto’’ Work Holding 
Spinner illustrated herewith, product of 
The Manderscheid Co., 810 Fulton St., 
Chicago 7, Ill. A removable fixture 
flange with machined surface and screw 








‘“Presto’’ Work Holding Spinner 


holes provides for the easy mounting of 
wood blocks or other fixtures to hold 
parts of various shapes and sizes. Ad- 
ditional flanges are available to enable 
the user to keep any required number of 
fixtures mounted on flanges for instant 
use. For fixtures to hold small parts, 
a flat-headed screw is provided in the 
spinner shaft. 

Structural features of the Presto 
Work Holding Spinner include a one- 
piece shaft and brake assembly, closing 
the housing against dust and grit; 
grease-packed and sealed ball bearings 
mounted in precision machined seats; 
dustproof rubber closure; threaded shaft 
for fixture flange; spanner wrench hole 


for easy removal of fixture flange; 4. 
inch shaft; and 14-inch diameter hous- 
ing, affording firm grip. 

The Presto Work Holding Spinner is 
made in two sizes; namely, No. 221 with 
overall length of 10% inches and No, 
221-A with overall length of 74% inches, 





Du Pont “Teflon” Plastic 


An industrial plastic that is said to 
withstand acids which dissolve gold and 
platinum and to retain its strength and 
form at higher temperatures than any 
known organic material, to be known as 
“Tefion,’’ has been developed by E. I, 
du Pont de Nemours and Co., Inc., Wil- 
mington 98, Del. <A tetrafluoroethylene 
resin, the material is expected to find 
wide use by industry where unusual re- 
sistance to solvents and corrosive agents 
is demanded, where heat endurance is of 
paramount importance and where heat 
insulation against high electrical fre- 
quencies is needed in combination with 
one or both of these properties. 

Hydrochloric acid systems, pump gas- 
kets, high temperature heating systems, 
tubing and piping for chemical plants, 
distillation equipment for acids, and all 
kinds of insulation are among the indus- 
trial applications of Teflon. Conduits 
subject to attack by corrosive materials 
and spacers for coaxial cables conduct- 
ing extremely high-frequency circuits 
for radio, radar, and television are other 
current applications. 

According to the manufacturer, Du 
Pont Teflon Plastic is unaffected by such 
reagents as aqua regia, chlorosulfonic 
acid, acetyl chloride, boron trifluoride, 
hot sulfuric acid, hot nitric acid, and 
boiling solutions of sodium hydroxide. 
The plastic is said to retain all of its 
useful properties at a temperature as 





THE WM. M. PARKIN CO. 





Those Perfect Partners For Pickling 


NEP and SUMFOAM 


e TO SAVE ACID IN PICKLING e 
e TO PREVENT FUMES e 


PITTSBURGH 6, PA. 


1102 HIGHLAND BLDG. 
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high as 572 deg. F. and as low as minus 
75 deg. F. Since its dielectric loss fac- 
tor is extremely low, even at frequencies 
up to 3,000 megacycles, Teflon is claimed 
to be an excellent insulating material 
for currents of ultra-high frequency. A 
water-absorption rate so low as to be 
rated zero, high impact strength, and 
toughness are additional properties 
claimed for the plastic. 





” Oakite Special Protective Oil 


Announcement of a product for the 
prevention of rust on ferrous surfaces 
between operations and while parts are 
in storage is made by Oakite Products, 
Inc., 20 Thames St., New York 6, N. Y. 
Known as Oakite Special Protective Oil, 
the product is said to be especially use- 
ful in plants where temporary or semi- 
permanent surface protection from rust 
is desired for parts or work, following 
such operations as grinding, machining, 
pickling, tumbling, sand blasting, braz- 
ing, and so on. 

Oakite Special Protective Oil imparts 
a thin, transparent, rust-preventive coat- 


ing which, it is claimed, does not inter- 
fere with accurate gaging or stain or 
discolor ferrous surfaces. Parts to be 
rust-proofed either may be immersed 
dry, or, because of the water displacing 
properties of Oakite Special Protective 
Oil, may be immersed immediately after 
cleaning and rinsing, while parts are 
wet, thereby eliminating the necessity 
for drying surfaces by a special hot 
rinse, air, sawdust, or other methods. 
In addition, fingerprints or similar marks 
resulting from inspection or handling of 
machined work in process can be readily 
removed by adding 5 per cent water to 
the Oakite Special Protective Oil. 


Plastic Enamel and Coating 


A non-chipping, non-yellowing plastic 
enamel for refrigerators and kitchen ap- 
pliances and a moistureproof coating for 
packaging and for shipping machine 
parts are announced by the Naugatuck 
Chemical Division of United States Rub- 
ber Co., Rockefeller Center, New York. 

The enamel is said to be well suited for 
such severe service applications as hair 
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dryers, which operate at high tempera- 
tures; kitchen equipment where a high 
gloss, non-yellowing white is required; 
and hospital equipment which must be 
chip-proof and chemically resistant. 
Known as ‘‘Kotol,’’ the plastic coating 
is intended for use in the shipment of 
machine parts, for sealing bottles,, and 
as a stop-off lacquer for the electro- 
plating industry. 

The synthetic resin enamel can be ap- 
plied by conventional methods and bak- 
ed to an extremely durable finish. It is 
flexible, has high impact strength, un- 
usual hardness, high gloss, and a mini- 
mum discoloration upon exposure to 
light or heat, the manufacturer states. 

Advantages claimed for the plastic 
coating or low moisture-proof trans- 
mission, good elongation, and toughness 
as illustrated by its tensile strength of 
900 lb. per square inch. According to 
the manufacturer, the coating has a wide 
temperature range with flexibility at 
minus 40 deg. F. and good aging char- 
acteristics at 180 deg. F. It can be ap- 
plied by spraying or dipping and then 
dried, either by air or baking at 250 
deg. F. Since the material has high re- 
sistance to acid and alkaline plating so- 





AMBER FLAKES 


for efticient, economical 
METAL BURNISHING! 









Good lubricating properties... 
good “body” . . . ready solu- 
bility . . . these are the essen- 
tial qualifications of a soap for 
metal burnishing. And Amber 
Flakes meets all of these qualifica- 
tions generously. 

You can depend upon this uniformly 
pure, neutral, high titer soap for top- 
notch, economical metal burnishing. 
Try Amber and you'll agree. 


INDUSTRIAL SALES DEPT. 
PROCTER & GAMBLE 
CINCINNATI, OHIO 












lutions at high temperatures, it is saiq 
to be ideal as a rack coating and stop- 
off lacquer in the electroplating indus. 
try. In this use, the strippable coating 
saves valuable metal by preventing it 
from being deposited on coating racks 
and by masking parts of objects where 
electrcplating is not desired. 





Dab” 


Said to produce a factory-like paint 
finish on any automobile in one hour 
without the use of brushes or spray guns, 
a weather-resistant material to be known 
as ‘‘Dab’’ is announced by the Automo- 
tive Division of Motel Supplies, 2160 Sun- 
set Blvd., Los Angeles, California. 

Applicable with a piece of cheese 
cloth, the material is offered in four 
standard colors and is supplied packed 
in quarts, each of which is said to be 
sufficient for one complete paint job. 





Du-Lite ‘‘Kwik-Seal”’ 
Finishing Oil 

“Kwik-Seal,’’ a finishing oil announc- 
ed by the Du-Lite Chemical Co., Dept. 
B, Middletown, Conn., is said to have 
important advantages where oil treated 
parts, either finished or chemically black- 
ened, must be assembled for fast pro- 
duction. 

According to the manufacturer, the 
oil dries dust-free within a few minutes, 
thus permitting smooth, easy handling of 
parts; leaves no sticky residue or gummy 
deposits to catch dust and dirt and inter- 
fere with assembly work; and provides 
maximum protection as a result of its 
excellent rust-retarding properties. 





GOLD PLATING SOLUTIONS 


In All Colors 
Guaranteed 100% Pure Gold Content 
Troy Weight - Color Constant 
Tarnish Resistant 
Proven Quality by the Acid Test 
Write or call our experts about your 
plating problems 


Davis-K-Products Co. 
114 Lexington Ave., New York 16, N. Y. 
Lexington 2-7360 
2-5816 
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Krome-Alume Process for 


Plating Aluminum 


Known as the Krome-Alume, a process 
for plating aluminum and its alloys with 
nickel, chromium, silver, copper, brass, 
cadmium, gold, and so on, is now being 
marketed by Krome-Alume Inc., Lock- 
port, N. Y. Work to be plated by the 
process is said to require only two min- 
utes of preplating treatment before im- 
mersion in the plating bath. In the case 
of nickel, a direct deposit is made, a 
flashing of copper being unnecessary. 
Aside from the cleaning cycle which fol- 
lows along normal lines, only one chem- 
ical solution is said to be used in making 
the article suitable for plating. 

An additional advantage claimed for 
the Krome-Alume Process is the fact 
that no special electrical or chemical 
equipment is required for operation, all 
preplating preparation being effected in 
one tank of ordinary design. The tem- 
perature of the solution may vary over 
wide limits without affecting results, it 
is stated. The process is said to be es- 
pecially adaptable to the plating of the 
dural alloys. 

The procedure followed in employing 








THE PERFECT 
COMBINATION 


SWENSON 


e Infra Red Ovens 


the process consists of anodizing the 
work with 6 volts, d.c. in a specially com- 
pounded solution. This is done for 1% to 
2 minutes and is followed by rinsing of 
the work and immediately plating, no 
modification of the anodic film being ne- 
cessary. 


Sand Re-Nu No. 9 


Designated as Sand Re-Nu No. 9, a 
material for use by metal industries in 
cleaning and renewing abrasive belts, 
solid and buffing wheels and discs, and 
files is now being marketed by the Mas- 
sie Manufacturing Co., 558 40th Ave., 
N. E., Minneapolis 13, Minn. According 
to the manufacturer, the liquid has no 
corrosive effect on machinery parts, no 
irritating or toxic action on machine 
operators, will not freeze or spoil, and is 
non-combustible. 

Applicable by the immersion, brush, or 
dip method, depending upon the products 
to be cleaned and renewed, Sand Re-Nu 
is available in 1 and 5-gallon containers 
having lever locking arrangements or in 
50-gallon barrels. 
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e Conveyors 
e Dip Tanks 
e Spray Booths 





SWENSON ENGINEERING & MANUFACTURING, Inc. 


2615 TWELFTH ST., DETROIT 16, MICHIGAN 
Sales Engineering Offices: 


WAGNER-GREEN COMPANY 
Cleveland 15, Ohio 


J. K. MUNHALL COMPANY 
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*Brevon” Plastic Covering Fi 

O ° The Zapon Division of Atlas Powder lis 

Leprortunity Co., Stamford, Conn., announces the de- S10 

velopment of ‘‘Brevon,”’ an air-tight plas- ar 

Section tic covering for the protection of ma- tai 

chines, equipment, and other products best 

which must endure long periods of ex- ma 

es posure. Said to provide surfaces with a E 

tough non-inflammable anti-corrosion sti 

film that seals in the equipment and pe 

FOR SALE seals out the elements, the strippable |: = 
HANSON-VAN WINKLE-MUNNING fully Automa- covering is applied by spraying. Objects 
tic Plating Conveyor with 48 hangers ‘er 96 racks, with projecting parts are first covered 


including tanks for cleaning, rinsing and two plat- 
ing tanks for complete cycle. Plating tanks have 
capacity of 800 Gallons and 3,200 Gallons. Vari- 
able speed drive. Length, 46 feet; width, 10 feet; 
height 10 feet 8 inches. In excellent condition. 








Box 57, Products Finishing, 431 Main St., Cincin- 36- 
nati 2, Ohio. “F 
an 

Co 

NEW PICKLE TANK vil 
Hanson-Van Winkle-Munning double station hot er 
sulphuric lead lined pickle tank with lead pipe and an 
lead lined heating coil; including Mercil type sil 
drive with % HP—3 phase—60 cycle—220 volt Reo 
motor, gear reducer and 2 gear boxes for rotating elu 
baskets in pickle tank. Serial number C 1785. lat 
WEST BEND ALUMINUM COMPANY me 


West Bend, Wisconsin 








GENERAL MANAGER, SALES MANAGER, SALES 
ENGINEER—Available June Ist. Experienced, and 
well known in electro chemical and metallurgical 
lines. Thorough knowledge of production, cleaning, 
processing, finishing, merchandising, marketing, 
instructing, layout and installation, trouble shoot- 
ing. Valuable up-to-date contacts. Intelligent ap- 
proach in handling help. Write Box 55, Products 


Finishing, 431 Main St., Cincinnati 2, Ohio. 
Piece of equipment to which ‘‘Brevon"’ Plastic 








Covering has been applied 





with a lattice work of tape strips over 
L A Cc Q U E R which Brevon webbing solution is ap- 
plied, bridging gaps as wide as 16 inches 
SALESMAN WANTED in the webbing. 














According to the manufacturer, Brevon P 

Manufacturer of quality line of Plastic Covering has a life span of 20 N 

lacquers requires experienced years, resists a tensile pull of 2,000 lb. FA 

salesman who must be capable per square inch, is flexible, provides low a 
of volume business. Good salary vapor transmission rate under high pres- 
onion cain: Tei Write sure, and retains all of its qualities 
Sapomeee—-peus me through a temperature range of 40 de- 

detailed facts as to background grees below zero to plus 200 deg. Fahren- q 

and experience. heit. 
Address P. O. Box 805 
Hoboken, N. J. 
Please mention PRODUCTS FINISHING when 1 
writing to advertisers. —_ 
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Weldon Roberts “Brightboy”’ Burring, 
Finishing, and Polishing Catalog. Pub- 
lished by the Brightboy Industrial Divi- 
sion, Weldon Roberts Rubber Co., New- 
ark 7, N. J., this illustrated catalog con- 
tains records of machine speeds, time and 
work savings of up to 20 per cent and 
more obtained through the use of 
“Brightboy’’ rubber-cushioned wheels, 
sticks, and other abrasive products in 
performing simultaneous burring, finish- 
ing, and polishing operations. Copy of 
Catalog No. 57 free upon request. 


AAF “Roto-Clone’” Dust Control. <A 
36-page bulletin devoted to its line of 
“Roto-Clone”’ dust control equipment is 
announced by the American Air Filter 
Co., Inc., First and Central Aves., Louis- 
ville 8, Ky. The bulletin contains num- 
erous installation photographs, tables, 
and charts, as well as a discussion of a 
simplified procedure for designing a 
Roto-Clone exhaust system. Also in- 
cluded is an explanation of pressure re- 
lationships in an exhaust system and 
methods of measurement. 


Copy of Bulletin No. 270-A is available 
free to mechanical executives upon re- 
quest. 





‘Heavy Current Applications of Se- 
lenium Rectifiers for Tin Plating” is the 
subject of a four-page illustrated folder 
published by the Federal Telephone and 
Radio Corp., 67 Broad St., New York 4, 
N. Y. Written by W. F. Bonner and re- 
printed from PRODUCTS FINISHING, 
the article in folder form is available free 
upon request. 





“Organic Protective Coatings and Their 
Performance on Electrolytic Tinplates’’ 
is the subject of a folder pubiished by 
the Watson-Standard Co., Pittsburgh, 
Pa. Prepared by C. H. Groff and I. R. 
Messer, the folder outlines variables 
which affect properties and performance 
of electrolytic tinpates, and is complete 
with tables and charts of tests made to 
find the solution to this problem. Copy 
free upon request. 








LUSTREBRIGHT 


Bright Nickel Process 
Produces Brilliant Adherent Nickel Deposits. 
Ideal Base for Chromium. 

No color buffing © No re-cleaning * No 


re-racking ® No special solutions. Merely 
add to cold nickel solution, still or mechan- 
ical ® No extra equipment. 
Guaranteed not fo harm 
Nickel Solutions 
Illustration shows unbuffed deposits before 
and after Lustrebright. 
Write for complete information. 


W. C. BRATE COMPANY 








Established 1860 
16 MARKET ST. ALBANY, N. Y. 


LOOK AT THAT! 


“That’’ is a load of 
overspray %” thick, 
STRIPPED off a booth 
whose walls were pro- 
tected with DOSTER 
BOOTH KOTE. It keeps 
booth walls clean. 





Does not powder or 
flake. 





JUST DAUB IT ON— 
And, when loaded with 
overspray deposit— 
JUST STRIP IT OFF as 
easy as peeling a ba- 
nana. 





Stop worrying about your spray booths— 
send in today for 5 gals. of 


DOSTER BOOTH KOTE 


and prove its economy and superiority. 
5 gallon Pails at $1.25 per gal. F. O. B. 


DOSTER & CO. 


4840-A W. Superior St. CHICAGO 44, ILL. 
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Vhe Finishing Touch By J. A. Patterson 
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“Is this what you meant when you invited me to 
have lunch with you?” 
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